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TO SPEED ACTION AND IMPROVE 
EFFICIENCY OF ELECTROCLEANERS 








The Clepanodes are made of Steel with 

Bronze Hooks. The design is of a special 

i | patented nature which gives improved 

} \ current carrying capacity and increased 
gas dislodgement action. 


| The result is that more mechanical gas 
| } scrubbing action is obtained on the work 
being electrocleaned. Therefore the work 
will electroclean much faster and much 
more uniformly. 


These Clepanodes are ideal for use in 
| Electrocleaners prior to Bright Nickel Plat- 
ININININ ing, Cadmium, Zinc, Brass, etc. 


Install Clepanodes immediately in your 
Electrocleaning tanks. 
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IN TWO SIZES 
@ 24" Grill + 4" Hock = 28" overall height, 
Total Net W. 12 <2 
@ 32" Grill + 4" Hook = 36" overall height, 
Total Net W. 16 Ibs. 
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——— GU MMe! Company Inc. 


538-542 Forest St., Kearny, N. J. 
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ON-A simple process tor popes -. 
= for electroplating with nickel, CAF 
ee other metals. 


gs tor chemically oxidizing alu- 
tion to corrosive atmos- 
or organic finishing. 


ALUMOX-A proce 
minum to rmpart protec 
pheres and prepare tt f 


EBONOL “C’’-A process for chemically oxidizing 
and blackening copper and copper alloys. The 
finish 15 also a good base for painting. 





EBONOL “'S”-A chemical process for blackening 
wron and stecl operated in the temperature 
range from 285 290 F 


EBONOL “Z"-A process for blackening zine and 
zinc alloys, 


Products for 
Metal Surface Preparation 


ACID ADDITION AGENT -A surface active 


material which 1s added to hydrochloric and 


ber acid pickles to prevent fuming, to 
inhibit attack upon the steel and promot: bet 
pickling, wee 


ACTANE ~ An additiv. 
enable removal of ¢ 


e tor Pickling solutions to 
during Cleaning. tn 


olloidal films left on metal 
sures bright nickel plating 
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blackening. ae 
t for nitrocellu 
ALL-A flow-out agen 
ga to give high gloss and soar? ee. 
peel. Alsoacts as @ retarder to preven 


WATER DISPLACING ‘LIQUIDS ~ — 
ding organic liquids for drying pla 
rapidly without staining. 

COMPOUND NR37-An organic material which is 
added to hot water used for drying after pick- 
ling to prevent rusting or yellow staining of 
steel. No film is left upon the work to interfere 
with organic finishing. 

ENAMEL STRIPPERS-Various solvent and emul- 
sion type strippers are available for rapidly re- 
moving enamels, lacquers and other organic 
coatings from all metals without attack. 

WAX EMULSIONS - Water emulsions of waxes 


- protecting metals against corrosion. Clear 
glossy and black waxes are available. 


Wetat Cleaners 
Products « S 
ALUMINUM CL 
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Instrument Courses. The Foxboro 
Company, which has conducted training 
courses in the theory, application, opera- 
tion and maintenance of industrial in- 
struments since early in 1935, has an- 
nounced its schedule for the remainder of 
1948. There will be five courses, each of 
two weeks’ duration, in the months of 
July, August, October, November and 
December. Courses will also be arranged 
for companies wishing to send a group 
sufficiently large to warrant a_ special 
class for the study of particular instru- 
ments and applications. Special courses 
will also be arranged for specific industry 
groups. Similar facilities are offered by 
The Foxboro Company, Limited, in Mon- 
treal, for the benefit of Canadian in- 
dustry. 

Enrollment is by application, forms for 
which are available through all the 
branch offices or from the home office of 
the company at Foxboro, Mass. Address 
the Director of Training Courses. 


Underground Corrosion Exhibit. In 
connection with comparative field tests 
of the corrosion resistance of various pipe 
materials in different types of soils, the 
National Bureau of Standards has an- 
nounced an exhibit of approximately 
3,000 actual test specimens. Chemists, 
metallurgists, corrosion engineers, and 
others interested in the behavior of ma- 
terials underground are invited to inspect 
the test samples, which will be on dis- 
play until August 15, 1948, in the Bu- 
reau’s Underground Corrosion Labora- 
tory, Connecticut Avenue and Van Ness 
Street, N. W., Washington, D. C. 

The specimens were exposed at 15 test 
sites throughout the United States for 
periods ranging from five to fourteen 
years. They consist of 85 varieties of ma- 
terials, including seven types of wrought 
iron and wrought alloys, 17 types of cast 
iron and cast alloys, 22 types of steel and 
steel alloys, 13 types of copper and copper 
alloys, and miscellaneous samples of lead, 
zinc, metallic- and nonmetallic-coated 
pipe, and asbestos-cement pipe. Measure- 
ments of loss of weight and depth of pit- 
ting of the specimens have been made, 
and a report on the corrosion resistance 
shown by the materials studied is in 
preparation. 


American Society for Testing Ma- 
terials, at its Fifty-first Annual Meet- 
ing in Detroit during the week of June 
21, announced the election of the follow- 
ing officers for the year 1948-1949: 
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President—Ricuarp L. TEMpPLIN, As- 
sistant Director of Research and Chief 
Engineer of Tests, Aluminum Company 
of America, New Kensington, Pa. 

Vice-President (2-year term)—L. J. 
Markwarpt, Assistant Director, U. S. 
Forest Products Laboratory, Madison, 
Wisc. 

Members of Board of Directors 
(3-year terms)—LesutiE C. BEarp, Jr., 
Chemist and Assistant Director of Lab- 
oratories, Socony-Vacuum Oil Company, 
Inc., New York City; Simon Co.uer, 
Director of Quality, Johns-Manville Cor- 
poration, New York City; THEODORE 
P. Dresser, Jr., Chief Engineer, Abbot 
A. Hanks, Inc., Los Angeles, Calif.; How- 
ARD K. Nason, Associate Director, Cen- 
tral Research Department, Monsanto 
Chemical Company, Dayton, Ohio; Ep- 
GAR W. Fasic, General Superintendent, 
Lowe Brothers Company, Dayton, Ohio. 


Non-Inflammable Paint Case Pe- 
cided. The United States District Court 
at Wheeling, W. Va., has entered judg- 
ment for the plaintiffs in a patent in- 
fringement suit based on McCulloch Pat- 
ent No. 2,044,176 for Non-Inflammahle 
Paint, holding the patent valid and in- 
fringed. The plaintiffs were William E. 
Hopper & Sons Company of Baltimore, 
owners of the patent, and The Wats«un- 
Standard Company and Plicote, Inc., of 
Pittsburgh, exclusive licensees. The ce- 
fendant was Blue Ribbon Paint Company 
of Wheeling, W. Va., and the product 
charged to infringe was Treesdale Flame 
Retardant Paint containing antimony tri- 
oxide and a chlorinated carrier. 

The Court’s final judgment order notes 
that in a pretrial deposition it had been 
admitted that the conduct of the defense 
was carried by Treesdale Laboratories, 
Inc., of Pittsburgh. When the case was 
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Industry News 


called for trial, on May 24, the attorneys 
for both TreesdaJe and Blue Ribbon an- 
nounced that they would not defend the 
cave further. The Court held in its final 
judgment order that Treesdale was “A 
privy to this cause and to this final 
judgment.” 


Fourth Annual Cleveland Sympo- 
sium, sponsored jointly by the Cleveland 
sections of American Chemical Society, 
American Institute of Chemical Engineers 
Electrochemical Society, will be held on 
September 25 in Hotel Carter, Cleveland, 
Ohio. The symposium subject is Surface 
Chemistry in its various aspects. The 
program has been definitely confirmed 
and will include the following: 


MorninG Sess1on—10:00 A. M. 

“Crystal Structure and Surface Behav- 
ior” by Dr. A. T. Gwathmey, Univer- 
sity of Virginia 

“Developments and Trends in Industrial 
Catalysts” by Dr. J. H. Boyd, Con- 
sultant 

“Surface Reactions of Magnesium as an 
Anodic Material” by Mr. W. S. Loose, 
Director, Laboratory Development Di- 


vision, Magnesium Laboratories, Dow .- 


Chemical Company 


LUNCHEON 
AFTERNOON SEsstoN—2:00 P. M. 


“Phosphate Coating of Metal” by Mr. 
\V. M. Darsey, President, Parker Rust 
Proof Company 

“Principles of Powder Metallurgy” by 
Mr. H. C. Miller, Vice-President, 
Charles Hardy, Inc. 

“New Developments in Organosols and 
Plastisols” by Mr. C. W. Patten, Mana- 
ger, Coating and Adhesive Materials 
Division, Thermoplastics Department, 
The Bakelite Corporation 


Inquiries should be addressed to the 
Chairman, K. S. Willson, The Harshaw 
Chemical Company, 1945 97th 
Street, Cleveland 6, Ohio. 


East 


Plating Chemicals Increase in Price. 
The rising cost of raw materials, produc- 
tion, and shipping has made necessary an 
increase in the prices of cyanide com- 
pounds, trichloroethylene, and hydrogen 
ani! sodium peroxides, according to the 
du Pont Company. 

‘he increases, effective July 1, 
the first in the base prices of cyanide 
coliipounds and_ these 
193°, 


were 


peroxides since 


Sodium cyanide went up one cent 





P:blished monthly at 5800 N. Mervine St., Phila- 
delp iia 41, Pa. Entered as second class matter July 
1, 1916, at the Post Office at Philadeiphia, Pa., un- 
der \ct of August 24, 1916. Copyright, 1948, by 
the \merican Electroplaters’ Society, Inc. Sub- 
Scrij'ions: Domestic and Canada. $4,09 per year, 
2V0c per copy; Foreign, $6.00 per year, 75 per copy. 
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Plan your 

tank cycles 
this modern 
way—and save! 


The Stortswelded tank cycles illustrated 
here embody the security and safety that 
derive from wise selection of materials 
and sound fabrication practice. In addi- 
tion, they have other refinements of de- 
sign that improve general operating 
conditions. 





HEY should be inert— 

chemically inert to the 
cleaning, rinsing or plating 
solutions which they contain. 
For longer life, they should not 
be affected by their liquid con- 
tents. For better finishes, they 
should not contaminate the 
solutions. Engineered inertia, 
each’ tank designed for its 
special function in the cycle, 
has long been a Storts specialty. 






All along the line in plating and cleaning cycles, Storts 
engineering service can help you to keep production mov- 
ing, to reduce maintenance and replacement costs and to 
compensate for special conditions in your processing. Your 
inquiries on single tanks, replacements or complete new 


installations are invited. 


42 Stone Street 


STORTS WELDING COMPANY 


INCORPORATED 


Meriden, Conn. 





Manufacturers of Welded Fabrications to Specifications 
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® Supplying the Direct Current required 
by any Electrolytic Operation is definitely a MAN-SIZED 
JOB. That’s why the E.P. Motor-Generator has been 
selected to supply hundreds of thousands of amperes 
throughout the metal-working industry for electroplat- 
ing, electrocleaning, electrotinning, electrogalvanizing, 
electropolishing and anodizing. 


Where long life is desired ... where top efficiency is 
demanded ... where minimum maintenance is a factor, 
use a Motor-Generator. Continuous duty for over twenty 
years is common for an E.P. machine. Its life-time effi- 
ciency of 75% or better amortizes the complete invest- 
ment from the savings in electricity alone. 





Maintenance is reduced to the absolute minimum. In- 
stallation cost is negligible. Expensive forced-draft ven- 
tilating is not required with an E.P. Motor-Generator 
... nor special high-cost vaults. Thirty-four years of 
Operating experience prove that E.P. Motor-Generators 
give economies of operation unmatched by any other 
source of direct current. 


ASK FOR BULLETIN 202 
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In metal cleaning, too, bal- 
anced cleaners are required. 


The balanced composition of 

Wyandotte Metal Cleaners gives 

long life to solutions and permits 

lower concentrations, so that cleaning 

is economical. This balance makes Wyan- 

dotte compounds clean faster and more 

efficiently, resulting in economy through in- 

creased production and fewer rejects. 

You get diversified applications from Wyandotte 

Metal Cleaners because of balanced formulas. 

They contain ingredients for water conditioning, 

saponifying, emulsifying, wetting action—plus the in- 

gredients for a long pull. They give better rinsability. 

Wyandotte Metal Cleaners give satisfaction in all clean- 

ing—direct and reverse current cleaning of steel, brass, 

copper, magnesium, and die castings . . . still tank . . . pre- 

soak cleaning. They remove any soil from any surface in prep- 
aration for any finishing operation. 


Let your Wyandotte Representative tell you more about the 
advantages of Wyandotte balanced Cleaners. He’s always at your 
service. Just give him a call. 


* TEMPORARILY IN SHORT SUPPLY 


WYANDOTTE CHEMICALS CORPORATION ° WYANDOTTE, MICHIGAN 


Service Representatives in 88 Cities 


yandolte 


REG. U. S. PAT. OFF. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 544. 
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a pound to 14 cents. Other cyanide com- 
pounds increased proportionately. — Tri- 
chloroethylene rose one-half cent a pound 
to 101% cents. Sodium peroxide climbed 
two cents a pound to 16 cents, and 35 
per cent hydrogen peroxide one cent to 
201% cents. 


Fifty-First Annual A.S.T.M. Meet- 
ing. With more than 135 technical 
papers and reports of the Society’s com- 
mittee, some 360 committee meetings, 
and an extensive exhibit of testing and 
research apparatus and laboratory equip- 
ment, the Fifty-first Annual Meeting of 
the American Society for Testing Mate- 
rials on June 21-25 in Detroit again 
emphasized the importance of work in 
materials. Total registration for the 
week was something over 1,775. 

The field of corrosion, in which the 
Society has taken a leading part with 
several committees active, included dis- 
cussion of factors of importance in atmos- 
pheric testing of low-alloy steels, discus- 
sion of laboratory corrosion tests of iron 
and steel pipes, and an interesting study 
of organic coatings used to prevent cor- 
rosion-fatigue failures. 

As a result of recommendations by the 
Society’s committees which are responsi- 
ble for initiating and carrying through 
work on specifications and tests for mate- 
rials, there were 52 tentative specifica- 
tions and tests approved and about 70 
existing tentatives are to be adopted as 
standard subject to Society letter ballot. 

Of interest to the metallurgist was the 
Symposium on Metallography in Color 
with latest developments covered in sey- 
eral papers. It is hoped these will be 
published later in the year. 

The Symposium on Magnetic Testing 
in two sessions with nine papers brought 
up to date the art and science in this 
field. The symposium described some of 
the problems encountered and the meth- 
ods that are used to overcome them. 





CORRECTION 


By an oversight, the name of one 
of the valued sustaining members 
of the Society, American Chemi- 
cal Paint Company, Ambler, Pa., 
was omitted from the Sustaining 
Membership list printed in the 
June issue. 








SALESMAN WANTED 


Nationally known manufacturer 
has opening for a man with a thor- 
ough knowledge of polishing and 
buffing equipment, wheels, com- 
positions, etc. Previous sales ex- 
perience desirable. Must be free 
to travel. State age, experience, 


and salary expected. Reply to: 


P-8A, PLATING 
P. O. Box 168, Jenkintown, Pa. 
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J. ©. McKenna has been appointed 
manager of chromium chemical sales of 
the Diamond Alkali Company.  Asso- 
ciated with Diamond for the past twentv- 
six years, he will have charge of selling 
close to a third of the nation’s total sup- 
ply of chromium chemicals. Sale of these 
products through Prior Chemical Cor- 
poration of New York has been discon- 
tinued, in line with Diamond’s policy of 
selling its primary chemical products di- 


| rectly through the company’s branch sales 


offices and chemical merchants strategi- 
cally located in principal industrial cen- 


ters. Although construction is under way 


to increase the output of sodium bichro- 
mate within twelve months, it is im- 
probable that additional commitments 


ican be made this year for Diamond’s 


chromium chemicals. 


Sternal 





L. S. Sternal joins the Jackson Buff Cor- 
poration, Long Island City, N. Y., as 


Sales Manager. His duties will include 


fc a national sales force to service 


adequately the demand for the com- 
pany’s products. Mr. Sternal graduated 
from Carleton College, Minnesota. He 
later joined General Electric Company in 
Schenectady and Bridgeport. Prior to 
the war, he was a Sales Engineer for 
Minnesota Mining and Manufacturing 
Company, New York Branch. After 
serving three years in the Navy as an 
officer on the staff of a destroyer squad- 
ton commander, he rejoined Minnesota 
Mining as Methods Engineer in which 
position he gained wide experience devel- 
oping new usages and applications in the 
polishing industry. 


H. Donald Douglas has recently joined 
the research staff of Graham, Crowley & 
Associates, Inc. Mr. Douglas, who gradu- 
ated from the University of Illinois in 
Chemical Engineering in February of 
1948, ill be located in the Chicago 
laborat ries. 


Norman V. Crabtree, Abrasive Engi- 
heer in Lansing, Mich., for Norton Com- 








ING 


pany, Worcester, Mass., has been ap- 
bolnted for the territory centering around 
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HMlodized 


Trade Mark 


Aluminum and 
Aluminum Alloys 


(Coated with ” blodine™’) 


Provide 
A New Order of 
Durability in 
Metals 


xk*xkk xk 


SPECIFY 





For the utmost in 
Metal Protection 
and Paint-Bonding 











Pioneering Research and Doulosamat Since 1914 


AMERICAN CHEMICAL PAINT COMPANY 
” AMBLER, PA. 


Manufacturers of Metallurgical, Agricultural and Pharmaceutical Chemicals 
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For Fast, Economical Results 
on Your Finishing Jobs... 


Use ALUNDUM Abrasive! 


E’xrremey hard, sharp, and tough—uniform in chem- 
ical composition, crystal structure and grain size and shape— 
that’s ALUNDUM Polishing Abrasive! 


® Try S-Treated ALUNDUM Abrasive for fast cut on 
your roughing operations. 


® Try B-Treated ALUNDUM Abrasive for a general 
purpose abrasive for roughing and finishing when long 
life is of primary importance. 


® Specify R-Treated ALUNDUM Abrasive for your 
finishing operations when glue is used as the adhesive. 

You'll discover that ALUNDUM Abrasive speeds-up polishing 
jobs and produces better results for less. 


AAuunoum Tumbling Abrasive can save you time and 
money too! 


® It’s all abrasive for a continuous cutting action. 
® It’s heavy for a fast, positive cut. 
® It’s hard and tough for a long, productive life. 


For further details on ALUNDUM Abrasive for polishing 
or tumbling, contact your Norton abrasive engineer or dis- 
tributor, or write for the free booklets “‘Setting-up Metal 
Polishing Wheels and Belts,” and ‘Precision Tumbling with 
Alundum Abrasive.”’ 


NORTON COMPANY 


Worcester 6, Massachusetts 


Distributors In All Principal Cities end 


NORTON ABRASIVES 
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PROMAT 99-ZINC 


This firmly established bath combines quality with speed and 
high efficiency. No. zinc solution can be oper at current 
densities as high as two hundred amperes per are foot, in still 

\ tanks and semi or full automatic machines, with deposits of fine 
grain structure and uniform high brilliance. Promat No. 99 zinc 
is also unexcelled for barrel plating, offering unusual speed of 


\ 


ther with PRO T C-42 addition agent, which aids in pro- - 
istic high efficiency and brilliance of the 
SOLUTION, which maintains its 





etal finishing, both 
plant, are extensive 


research and development in the field of 
protective and decofative. In our Waukeg 


plating plant i 


aim of all Promat products end processes to produce 
ality finishes with maximum efficiency and at the 
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Magnusol Precleaning Ends a Serious 
Reject Situation in Bright-Nickel 
Chrome Plating of Steel Bumper Guards 








. Compound-Encrusted 
s Buffed Guerds 
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On this plating operation the guards had 
to come from the bright nickel in such 
condition that no buffing would be re- 
quired prior to chrome plating. Under 
their former method nearly 60% of the 
guards coming from the bright nickel 
either had to be color buffed and re- 
worked, or were scrapped due to 
peeling. 
Former Method 

Guards were spray washed in alkaline 

cleaner, and then put through an auto- 

matic bright nickel plating machine, 

providing cathodic and anodic cleaning, 

pickle and copper flash before plating. 


Magnus Method 


Instead of spray washing, guards are 
dipped in Magnusol-solvent-water solu- 
tion at 140° F. and then put through 
the automatic machine. Instead of the 
cathodic cleaner formerly used, Magnus 
94XX was substituted, and instead of 
the anodic cleaner, Magnus 25. The 
only other change was to increase the 
copper flash part from 10 to 28 seconds. 


Improvements 


Rejects have been cut and held at a 
negligible level. Precleaning insures 
removal of maximum part of greasy, 
oily dirt, and keeps automatic machine 
free of contamination. Buffing com- 
pound is loosened and nearly all re- 
moved in precleaning dip, making the 
work of cathodic and anodic cleaning 
that much easier and their results much 
more dependable. Precleaning and 
Magnus 94XX are also used on a cor- 
responding set-up for brass hub caps, 
with similar improvements in rejects. 


If you are having reject troubles in 
plating, take a good long look at what 
precleaning with Magnusol can do to 
solve your problem. 


MAGNUS CHEMICAL COMPANY 
41 South Ave., Garwood, N. J. 
IN CANADA — MAGNUS CHEMICALS, LTD., 4040 Rue Masson, Montreal 36, Que. 


Service representatives in principal cities. 


IN METAL CLEANING IT'S — 
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Personals 


Flint, Mich. He will replace Harlan T, 
Pierpont, who is being transferred to 
Worcester to become Sales Manager of 
the company’s Refractories Division. 
Richard H. Merchant, formerly Ficld 
Engineer in the Detroit area, is appointed 
Abrasive Engineer to take over the <lis- 
trict recently covered by Mr. Crabtree. 


H. J. Huester, Lieutenant Commander, 
U.S.N.R., Head of the Engineering 
Division, Bureau of Aeronautics, has 
been transferred from the Office of Bu- 
reau of Aeronautics General Representa- 
tive, Central District, Wright Field, to 
Bureau of Aeronautics, Washington, D. C, 
Educated at Drexel Institute of Tech- 
nology, George Washington University, 
Case School of Applied Sciences and Tem- 
ple University, Mr. Huester has held re- 
sponsible positions with the Navy De- 
partment since 1918 with exception of 
1940-1943 when he was Technical Direc- 
tor with the Reynolds Metals Company. 
He is a member of a number of technical 
societies, among them American Electro- 
platers’ Society. 


Edwin C. Rinker, who recently joined 
Bart-Messing Corporation, was _previ- 
ously associated with A. Robinson & 
Son, precious metals refiners in New 


York City. 


Dr. Joseph J. Mattiello, Vice-President 
and Technical Director of Hilo Varnish 
Corporation, passed away on May 16, 
1948. He was only 00 years old. An out- 
standing lacquer and paint technologist 
and the friendliest of men, he will be 
greatly missed by his associates and 
many friends. 


Dr. Charles F. Bonilla has been ap- 
pointed Professor of Chemical Engineer- 
ing at Columbia University where he will 
direct research and teach in the field of 
chemical engineering thermodynamics. 
Dr. Bonilla, a former student of Dr. Colin 
G. Fink, comes from Johns Hopkins Uni- 
versity in Baltimore, Md., where he was 
Professor of Chemical Engineering. 


Albert J. Capalbo has joined the Flexi- 
ble Plastic Coatings Department of Inter- 
chemical Corporation’s Finishes Division 
and will serve in both a sales and technical 
service capacity with headquarters in 
Elizabeth, N. J. 

Mr. Capalbo, who received his tec/ni- 
cal training in chemistry at the Newark 
Technical School, Newark, N. J., brings 
to Interchemical a background of more 
than twelve years in the manufacturing 
and printing of flexible plastic coatings. 
He recently completed two years as « hief 
chemist for the Plasticote Fabrics (or- 
poration of Passaic, N. J., formerly 
manufacturers of coatings for tex'iles 
and specialists in vinyls. 
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Personals 


Ferdinand C. Wehrman has recently 
been appointed to the post of Engineering 
{ditor of Organic Finishing. He has 
been associated with the staff of Finish- 
ing Publications, May 1947, 
and besides the regular monthly issues of 
Organic Finishing, he has devoted a great 
deal of his time to assembling and editing 


Inc., since 


the first Guidebook-Directory for Or- 
ganic Finishing. 
Mr. Wehrman received his Bachelor of 





Science degree from Fordham College and 
was formerly connected with Castor Oil 
Products, Inc., of Yonkers, N. Y., where 


he was assistant to the chief chemist. 


John W. 


representative for the Special Chemicals 


Beaver has been named sales 


Division of the Pennsylvania Salt Manu- 
facturing Company in the newly created 
Maryland, E.G. 
ginia District. Formerly sales represen- 
the 


joined Pennsalt on February 1, 


Washington, and Vir- 


he 
1946, after 


tative in Wisconsin — territory, 
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nearly four years’ service ia the U; 
States Army Air Force. He is a fo 
resident of Pittsburgh, Pa. and a 
the American  Electropla 
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em- 
ber of 
Society. 


ers’ 


Dr. W. M. Langdon has recently j: 
the staff of Graham, Crowley & 

Dr. Langdon will be lox 
in the Chicago laboratories as S 


ned 
SSO- 
ited 


ior 


ciates, Inc. 


Chemical Engineer in charge of Cherical 
He was fornverly 
Chemical | 
neering at Rensselaer Polytechnic | 
tute of Troy, N. Y. 


Engineering Research. 


Associate Pyvofessor of ngi- 


isti- 


Joseph A. Korany has joined the Re- 
search and Development Laboratorics of 
Quaker 
Conshohocken, 


Chemical Products Corporation, 
Pa. He will uadortake 
market studies, including field testing, of 
new products as well as new applications 
of old products, as part of a broadening 
Quaker program into fields not now being 
served. 


Dr. Gustav Egloff, Director of Research, 
Oil Products Company, 
been re-elected president of the Chicago 
Technical Society’s Council. Dr. Clyde 


Universal has 


and 
Vice- 


A. Crowley of Graham, Crowley 
Inc., is the Executive 
The Chicago Council is a 
federation of not less than fifty-three pro- 
fessional groups, among them the Chi- 


cago Branch, A. E.S. 


Associates, 
President. 


Howard Marston, for the past ten years 
sales and service engineer at the Boston 
Branch of the Minneapolis-Honeywell 
Regulator Company, has been appointed 
industrial manager of the Brown division 
of the company in Minneapolis and St. 
Paul. kari S. Bush has been 
Chicego industrial sales engineer for the 


named 


stecl industry for the Brown divizion. 
succeeding A. J. Potts. Larry E. Sin- 


Mr. Bush as the 
Chicago Branch industrial service mana- 
I. K. Farley is now industrial man- 
Texas Branch of the 


gleton will succeed 
ger. 
ager of the Houston, 
same division. 


Andryski of Milwaukee, \Visc.. 
At his death he wa 
American 
having joined it 


John 
died on June 3. 5 one 
members of the 


Society, 


of the older 
Electroplaters’ 


in November, 1914. He was made an 
honorary member of the Society's Mil- 
waukee Branch on October 4, 194¢ 

Edward j. Feebles, who had _ been 
with the Naval Research Labo: itory 
since 1941, died on May 20 after ‘nore 
than a year’s illness. He was acti:e¢ it 


the Baltimore-Washington Bran: of 
American Electroplaters’ Society, s: ving 


as Librarian during the year 1947. |948. 
His loss is deeply felt by all his asso: ales. 
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The unretouched microphotos below (en- 
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The dirt, dust and sludge present before 
filtration. 








The clean, bright solution after Alsop Filtra- 
tion. 
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THE SALT SPRAY TEST 


ONE OF THE GOOD things that came out of 
World War II was a standardized salt spray 
test. Under the pressure of war conditions it 
was possible to reach widespread agreement on 
the use of one salt solution composition, one fog 
temperature, one controlled range of fog dens- 
ity, and one designated position of the surface 
being tested, all of which were incorporated in 
Federal and A.S. T. M. specifications. For the 
first time it was possible for several laboratories 
to obtain substantially the same result on testing 
the same articles. 

A recent paper by Darsey and Cavanagh, pre- 
printed with the 1948 report of Committee B-3 
of A. S. T.M., has indicated need for even closer 
control of air pressure and fog pH for fully stand- 
ardized conditions in the salt and spray cabinet. 

In spite of all the work that has been done, 
difficulties still remain. On one hand there are 
still people who refuse to go along with the 
majority and insist on their own pet salt concen- 
On the other 


hand, there is mounting evidence that the corro- 


trations, surface positions, etc. 


sion rates obtained under the standardized con- 


ditions are higher than those had under the aver- 
age conditions prevailing prior to standardization. 

Since the salt spray requirements in individual 
specifications as a rule have not been modified, 
suppliers to the automotive industry, for exam- 
ple, claim it impossible to meet them consist- 
ently with minimum coating thicknesses equal to 
or even higher than those specified. Recently a 
study has been initiated to determine whether 
the specified numbers of hours prior to failure 
are too high or the definition of failure can be 
interpreted too severely or both. 

When one views this confusion and considers 
that at best the salt spray test takes such a long 
time that results can be had only after the lot 
from which the samples were taken have or 
should have been assembled, one cannot but 
wonder if all this salt spray test activity is jus- 
tified as far as the electroplater is concerned. 
Might it not be better to devote the efforts toward 
further investigation and standardization of the 
ferricyanide-chloride tests which were recently 
studied by Thon and Addison and which pro- 


duce results in a matter of minutes or less? 


als oendeng 






The subject of ventilation in the production plating 
plant is most timely because of the movement now on 
foot to write new industrial ventilation codes, to revise 
and bring up to dale existing codes, and to prepare means 
for their enforcement. Since this movement may well 
become national in scope, both the operators of plating 
plants and the suppliers of equipment are likely to become 
affected by the codes governing ventilation. 


THE VENTILATION of a plating plant can no 
longer be accomplished by adding fan equipment as 
an afterthought after all really usable space has been 
taken up by other equipment. The growing com- 
plexity of the production plating system and the in- 
creased use of conveyors which take up more and more 
overhead room make the design of a proper ventilat- 
ing system an economic and engineering problem 
which must be given full consideration when the plat- 
ing system itself is being designed and not after it 
has been completed. This applies equally to the small- 
est job shop installation and the largest automatic 
plant. The purpose of this paper is to discuss the 
design of a proper ventilation system for a production 
plating plant. 

The system, as designed, must accomplish the fol- 
lowing: 

(1) Remove all steam and water mist from liquid 
surfaces before they have an opportunity to get out 
into the factory and strike cold surfaces, where they 
can condense and drip, or increase the rate of corro- 
sion of steel work or machinery, or rot other building 
material. 

(2) Remove corrosive or toxic fumes before they 
can possibly come in contact with humans within the 
working areas. 

(3) Dispose of the fumes on the outside of the 
building where they cannot possibly do any harm, or 
clean the fumes before they are emitted. 

(4) Discharge the fumes where they cannot re- 
enter the building cr any other building, either natu- 
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rally or through some meehanical air supply system 
(5) Replace eventually any air exhausted from all 


area with outside air which, in temperate climates, win f 


have to be heated and in dirty industrial areas will 
also have to be cleaned before being admitted to the 
building. 

(6) Permit effective maintenance of the plating 
system, including the ventilation system itself. 

Once a system has been designed to accomplish all 
of these things and has been properly installed, it can 
be expected to produce the following real advantages: 

(1) A noticeable elevation in the plant of what the 
author chooses to call “the human standard” due to 
cleaner atmosphere, better visibility and better health. 

(2) Reduced absenteeism, according to many au- 
thorities. 

(3) Saving in the cost of repair and replacement of 
building construction. 

(4) Insurance against damaging legal expense on 
account of preventable occupational hazard or injury. 

The ventilating system may require sacrifice of easy 
accessibility of the plating machinery because of the 
enclosing duct work and hoods; to reduce this diffi- 
culty requires much ingenuity on the part of designers. 

The cost of operation of the ventilating system must 
also be considered. This cost will include not only 
the power to run the exhaust fans but also the main- 
tenance of the exhaust system, including periodic 
wash-downs and painting, and the power to operate 
any mechanical air supply system. In connection with 
the latter, many do not realize how much heat is re- 
moved by exhaust systems and has to be replaced by 
the factory heating plant. It takes 25 boiler hcerse- 
power to heat 10,000 cubic feet per minute (cfm) of 
outside air from zero to 70°. On the basis of as little 
as 200 cfm per square foot of solution surface, 10,000 
cfm will take care of only fifty square feet or a tank 
measuring say 11 by 41% feet. This of itself will indi- 
cate that the extravagant use of air is not economically 
feasible and should be avoided. 
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The ventilation of each tank should be considered 
separately from the standpoint of available space and 
the way by which work enters and exits. The nature 
and degree of the nuisance and also the possible inter- 
ference by the ductwork will determine the type of 
system and its magnitude. 

In discussing the systems to be used for various 
types of tanks, certain definite quantities of exhaust 
air will be mentioned which we have used successfully. 
Some of these values may be challenged as being too 
large or too small; in some places they may not even 
be sufficient to meet some code requirement with 
which we are not familiar. Judging from what little 
printed information is available and from our own 
experience, we are of the opinion that the figures pre- 
sented here, in general, represent good practice and 
furnish a sound basis for approach to the problem. If 


| existing ccdes require an increase in the amount of 


air handled, this can be accomplished, but even if 
lesser amounts are permitted by law, we would hesi- 
tate to reecmmend any reductions. 

In order to cover nearly all the possible types of 
systems which will be encountered, let us take a large 
automatic installation as an example. It may begin 
with a power washer, which is an enclosure in which 
the pieces are sprayed vigorously with a recirculating 
alkaline solution. The power washer will have open- 
ings for work entering and leaving. There is much 
internal disturbance, but it is well contained, and 
only enough air need be drawn off to insure that the 
spray and mist will not eject from the openings in the 
casing. An air velocity of 100 lineal feet per minute 
(lfm) through all of the openings is sufficient, and 
10,000 or 15,000 cfm of air should take care of the 
largest washer of this type. 

Hot rinse tanks are often all alike on the same 
installation, and exhaust is necessary only to prevent 
nuisance and to protect adjacent construction from 
rust and drip. Side hoods.may be adopted, and 200 
cfm per square foot of liquid surface with a slot ve- 
locity of 2,000 Ifm on two sides should be adequate 
unless the tank is very large. The velocity has been 
selected on the basis that there should not be less 
than 100 lfm velocity toward the slot at the middle of 
the tank to offset the stack effect of the hot steam. 

The ventilation requirement for electrocleaners, hot 
electroplating tanks, and the like is reasonably severe 
because of the presence of toxic fumes or noxious 
gases; in addition there is the stack effect of high tem- 
perature to consider which may either offset cr help 
the ventilation, depending on the design of the venti- 
lating system. Therefore, if we have selected a nomi- 
nal figure of 200 cfm per square foot of exposed liquid 
surface for hot rinse tanks, we are not justified to 
figure any less for the cleaner tanks. Since chromium 
plating fumes are especially dangerous and heavy, 250 
cfm per square foot of exposed surface had better be 
employed with chromium tanks. 

The large amount of exhaust air becomes a prob- 
lem where tanks are large, as in some of the large 
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automotive installations of today. For these large 
installations the author would recommend that the 
center section of the tank be covered with a multi- 
plicity of small bocds of identical size, or with remova- 
ble panels, each small enough so that it can be easily 
removed for access to tank or electrodes. Such hoods 
should be as close to the liquid surface as possible, 
within 10 or 15 inches of the liquid. 

The areas so covered can be left out of the calcula- 
tion of air quantity because the hoods act as a cover 
plate over the center section and have a negative 
pressure beneath them to prevent escape of fumes. 
The exposed edges of the hoods then act in the same 
manner as the conventional side slots for the balance 
of the liquid surface which is not covered by hoods. 
Should the exposed surface still be too large for satis- 
factory coverage by the area around the hood per- 
imeters, then additional side slot ventilation should be 
used. If there is not sufficient room for the rather 
bulky ducts required for the side slots, an air supply 
system of very small dimension can be used to blow a 
thin curtain of air gently across the liquid surface 
toward the hoods to start the fumes in that direction 
and to bring them within “reaching distance” of the 
hoods. It has been found,that a tank measuring 
10 by 20 feet with the middle 8 feet covered by the 
methed of partial hooding can be ventilated with 
about 24,000 cfm. The same tank unhooded would 
certainly have required 200 cfm per square foot of 
surface or a total of 40,000 cfm, and the situation 
would have been further complicated by the very real 
problem of designing side hoods that would be effective 
in the center of a 10 feet wide tank. 

Small tanks are used in the majority of plating 
installations, and it is not often that one has to go to 
the extreme designs just mentioned. Small tanks are 
usually ventilated through side slots alone, unless 
there are a great many of them and it is desired to 
reduce the air quantities to an absolute minimum. 

Where fumes are corrosive, special attention should 
be given to protection of the ventilating system itself 
from the corrosive action of the fumes. Because fans 
and ducts of special metals are very expensive, one 
should consider the possibility of combining all non- 
corrosive ventilating air into one system and making 
the acid-fume handling system entirely separate, thus 
reducing the overall cost. 

For acid dip tanks, owing to the harmful effect of 
any escaped fumes, it is well to figure the top quan- 
tity of 250 cfm per square foot of liquid surface. As 
the tanks are usually small, this seldom introduces any 
difficult problem. 

Most strip tanks are also small; since the fume evo- 
lution is vigorous, one leans toward the high figure of 
250 cfm for them also. 

Of special importance is the material and coating of 
the ducts and fans. The choice is between special 
metals, which have high first cost but require little 
maintenance, and standard steel coated with acid 

(Continued on page 862) 
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Jess E. Bunch 


JESS E. BUNCH, best known as Jack Bunch, one of 
a family of eleven children, was born on May 6, 1901 
in Oaktown, Indiana. After completion of high 
school he found it necessary to secure employment 
and had to continue his education in night schools 
and through various college extension courses. His 
college training has covered such varied subjects as 
the need of his particular employment or job assign- 
ment dictated, including mechanical engineering, 
salesmanship and personn=! relations, chemistry and 
electrochemical engineering, business management 
and, most recently, foundry technique. 

After serving an apprenticeship as a toolmaker, 
Bunch was employed at his trade in various railroad 
shops from 1918 to 1925. In the latter year, he be- 
came a mechanic with the Cadillac Motor Car Divi- 
sion of General Motors Corporation. He was shortly 
promoted to a supervisory position and served Cadil- 
lac in various supervisory capacities in the Machine 
Shop, Press Room, and Inspection until 1936. 

In 1932, Bunch was assigned to the Metal Finishing 
and Electroplating Division and was shortly pro- 
moted to an Assistant Superintendent's responsi- 
bility. Over the years that followed the Cadillac 
Plating Division has progressed from a small activity, 
which was required to produce only a minor part of 
the plated ware used on the Cadillac car, to one of 
the most modern electroplating and finishing plants 
in the automotive industy, producing essentially all 
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cf the electroplated ware on the Cadillac automobile. 
It has led the way in trying out and adopting new 
processes and equipment. 

Upon assuming the responsibility for electroplating, 
Bunch became associated with the American Elec- 
troplaters’ Society. He has been an active member 
of the Detroit Branch since that time and has served 
in several capacities, among them on its Board of 
Managers. Being acutely conscious of the need to 
publicize the Society's activities, he contributed sub- 
stantially to the planning which led to the promotion 
of its Public Relations Committee. He is well known 
for the many technical papers which he has prepared 
and for his particular emphasis on quality through 
deposition of heavy coatings and simultaneous re- 
duction of the cost per square foot of area plated. 

In 1941 Bunch was promoted to Production Super- 
intendent and in the war effort was assigned the 
responsibility of the Welding Division on tanks. At 
the end of the war he reassumed, as Production Super- 
intendent, the responsibilities of the Electroplating 
and Finishing Division and also the activities of the 
Grey Iron Foundry Division. 

Residing in the country, at 35345 West Seven 
Mile Road, Farmington, Michigan, he practices gar- 
dening and has many flowering shrubs and flowers 
with which he spends considerable time. A closely 
related hobby is color photography, which he uses 
to register his gardening accomplishments. 
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PURIFICATION OF A SMALL WATTS TYPE 


TRE rR SNE 


NICKEL PLATING BATH 


N. L. CARTER 


Electrolux Pty. Ltd., South Yarra, Victoria, Australia 
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With an Introduction by 
! J. J. DALE 
Munitions Supply Laboratories, Maribyrnong, Victoria, Australia 
INTRODUCTION CONDITION OF BATH 


The subject of purification of Watts bath may be 
most conveniently summarized by setting out in tabu- 
lar form the main types of impurity and listing for 
each the sources, effects, and treatments for removal. 
This has been done in Table I. Further details of 
effects of impurities and their removal are to be found 
in the literature’. 

Recognition of the impurity, or at least of its type, 
should be the first step and should be followed jointly 
by treatment for removal and steps to prevent or mini- 


| mize its future introduction. 


\ skilled operator can often identify the impurity 
from its effect on the deposit but this should be veri- 
fied by analysis in the case of metallic impurities!?", 
or if organic contamination is suspected, its presence 
and approximate quantity may be determined by a 
laboratory scale permanganate treatment’, as de- 
scribed in the early part of the article. 

Table II shows the pH (electrometric) at which a 
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metal begins to precipitate as hydroxide on nickel 
hydroxide addition. Suitable current densities for 
removal by dummy plating are also set forth. 
lutermittent dummy plating usually suffices to keep 
metallic impurities within reasonable limits, but some 
large capacity plants, especially those plating brass 
holloware, require continuous dummy plating on a 
proportion of the solution in a separate tank. 
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A Watts type nickel plating bath of approximately 
300 gallons, which had been in use for five years with- 
out any purification other than that of slow continuous 
gravity filtration through felt, had arrived at a stage 
where very brittle deposits were being formed with a 
pronounced tendency towards pitting which was not 
easily dissipated by daily additions of hydrogen 
peroxide. 


PRELIMINARY WoRK 


Since tests had pointed to the presence of a con- 
siderable amount of organic matter, it was decided to 
purify the bath using the potassium permanganate 
treatment. The original method, first described by 
Hothersall and Gardam!', had been modified slightly for 
use in this instance. 


The recommended procedure was as follows: 


(a) Maintain temperature of solution throughout 
treatment at 50 to 60° C 
(b) Adjust pH to 3 with sulfuric acid 


(c) Add sufficient potassium permanganate Solu- 
tion to produce a persistent faint purple colora- 
tion, the solution being agitated vigorously 
while the addition is being made 


(d) Turn off air agitation and allow the precipitate 
(largely manganese dioxide) to settle over night 
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TABLE I. 


PURIFICATION OF WATTS TYPE NICKEL PLATING BATHS 











| 
Type of | | 
Impurity Effects Sources | Treatments for Removal 
Metallic 1. Dark plate 1. Added salts | 1. Dummy plating 
} (Cu, Zn) | | 
| 2. Hard, brittle | 2. Base metal being plated, | 2. Precipitation 
plate e. g., Zn or Cu from holloware | 
| 3. Peeling | 3. Poor rinsing causing drag-in | 3. Cementation 
| | 4. Impure water supply | 
Organic 1. Brittle plate | 1. Added salts (wood, bags) | 1. Activated carbon treat- 
| ment 
| 2. Cracking and | 2. Anode bags, filter cloths, | 2. Oxidation with peroxide 
peeling of | and cloth tank covers | or permanganate 
| deposits | (dextrin) | 
| 3. Pitting | 3. Wooden tank tops | 
| | 4. Breakdown of addition | 
| | agents | 
| | 5. Air agitation (oil) | 
Suspended | 1. Pitting | 1. Dust from air 1. Filtration 
Matter | 2. Rough deposits | 2. Bath reactions (Fe(OH)s;) 2. Settling 
| 3. Anode slime | 
| 4. Polishing compounds 
Excess oxidizing | 1. Reduced efficiency | 1. Mixed rinsing 
agent | 2. Dark plate | 2. Poorly insulated plating 
(chromates, | 3. Brittle plate | racks | 
nitrates) | | | 
| | 











TABLE Il. PURIFICATION pH AND 
CURRENT DENSITY FOR REMOVAL OF 
METALLIC IMPURITIES IN WATTS TYPE 

NICKEL PLATING BATHS 





| Precipitation | Purification 
Metallic | pu Current 
Impurity Electro- Density 
| metric | asf 
lron (ferric) . .| 1.7 4-5 
Iron (ferrous). 9.5 4-5 
err | 5.86.0 4-5 
Copper...... | 65.8-6.0 1-2 
Chromium... .| 6.0-6.2 
oo 6.6 oe 
OS re | a | 1-2 











(e) If any purple coloration remains next morning, 
add sufficient hydrogen peroxide to remove it. 
The solution must be vigorously agitated dur- 
ing this addition and an excess of hydrogen 
peroxide avoided 

(f) Re-agitate, and filter. 

Laboratory scale trials, following the foregoing pro- 
cedure, indicated that approximately 20 ounces of 
permanganate would be required to treat the 300 gal- 
lons of solution. It was found that the quite bulky 
precipitate of manganese dioxide settled readily on 
standing over night. However, a slight excess of 
hydrogen peroxide not only discharged all remaining 
purple coloration frem the solution but tended to re- 
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dissolve the manganese dioxide as well. It was, there- 
fore, decided to ignore step (e) and add hydrogen 
peroxide, if necessary, after filtration. 

The recommended procedure was further modified 
owing to the lack of a suitable means for filtering 300 
gallons of solution quickly, and it was arranged that 
after allowing the precipitate to settle over night, the 
supernatant clear solution would be pumped into 
clean 44-gallon drums while the bottom few inches of 
solution containing the sediment would be discarded. 


PERMANGANATE TREATMENT 

This program was followed, except that it was not 
found necessary to add the whole calculated quantity 
of potassium permanganate. This is explicable if the 
samples taken several days earlier had not been repre- 
sentative, which points, of course, to the need for 
extreme care in sampling. The detailed course of 
treatment was that described below. 

The pH of the agitated solution was lowered to 
2.7, and sufficient permanganate solution added to 
give a persistent purple coloration. The air agitation 
was then stopped, and the bath allowed to settle over 
night. Next morning the clear solution was pumped 
into empty clean drums; it was found desirable to dis- 
card the bottom 31% inches remaining in the tank. A 
thick, greenish-yellow sludge was found to have set- 
tled on and behind the glass walls of the tank as well 
as on its bottom. Subsequent qualitative analysis 


PLATING 





poin 
slud 
ferrc 


| diox 
| tank 


tion 
ing 
show 


» cons 


App! 
and 


sitio! 


It 
rent 
une 
being 
of tk 


some 


| appa 


This 
tests 
excee 
been 
sivel 
cause 
disco 
exten 
the s 
coate 
Wi 
perha 
woul 
becat 
suital 
decid 
platir 


The 
risen 

furic 

additi 
appro 
and « 
4 asf 
After 
were 

peelin 
20 asf 
how ¢ 
the di 
Tent ¢ 
longer 
britt le 





The c 
platin, 
this st 
Drass 

ith a 


AUGU 











Te- 
zen 


ied 
300 
nat 
the 
nto 
, of 


ed. 


not 
ity 
the 
re- 
for 

of 


to 
ion 
ver 
red 
lis- 


et- 
yell 
Sis 


NG 





pointed to the following probable composition of this 
sludg: nickel oxide from the depolarized anodes, basic 


| ferrous sulphates, trace of lead sulfate, and manganese 
| dioxide formed during the purification treatment. The 
' tank was cleaned out, new glass fitted, and the solu- 


tion returned to the tank the following morning, hav- 
ing remained in the drums for 24 hours. Analysis 
showed no apparent alteration of any of the main 
constituents of the bath from the purification process. 
Appropriate additions of nickel sulfate, nickel chloride 
and boric acid were then made to adjust the ccmpo- 
sition of the solution to specification. 


PLATING RESULTS 

It was at once found that plating results at a cur- 
rent density of 15 to 20 asf were seriously awry, black, 
uneven and sometimes iridescent and streaky coatings 
being obtained. A curious feature was that ‘‘flashes”’ 
of the uneven, streaky, blue-black coating faded to 
some extent on removal from the bath, transforming 
apparently into a more or less normal white nickel. 
This phenomenon was noted during the first plating 
tests after treatment when time of plating did not 
exceed 30 seconds. When this time of plating had 
been exceeded, the tendency to fade became progres- 
sively less apparent. Investigation into the type and 
cause of contamination of the solution led to the 
discovery that zinc was present in the bath to the 
extent of 1.26 g/l, having been introduced by storing 
the solution during the purification treatment in zinc 
coated drums. 

With such a relatively high metallic contamination 
perhaps the obvious means of removing the zinc 
would have been chemical precipitation. However, 
because of lack of suitable means of filtration and of 
suitable containers to hold the filtered liquid, it was 
decided to remove the zinc by low current density 
plating. 


ELECTROLYTIC PURIFICATION 
The pH at this stage was found to be 5.4, having 
risen apparently because of neutralization of the sul- 
luric acid by zinc. It was lowered to 4.0 by further 
addition of sulfuric acid, large iron cathodes totaling 
approximately 20 sq.ft. were introduced into the bath, 
and continuous plating effected at approximately 3 to 
4 asf (3 volts pressure) using violent air agitation. 
After 24 hours of such dummy plating, the cathodes 
were covered with dark, uneven, at times nodular, 
peeling deposit . At this stage, test plating at 15 to 
20 asf still produced black nickel, which, however, was 
how coating the cathodes evenly, the streakiness noted 
the day before no longer being apparent. Low cur- 
tent density electrolysis was continued for 24 hours 
longer, following which bright, white, and extremely 





britile nickel was produced on test plating at 20 asf. 
he cathodes were scoured and replaced, and dummy 
lating continued for a further 24-hour period. At 
his stage, after 72 hours continuous dummy plating, 
rass items were plated at 20 asf and were coated 
ith a dull, white nickel, inclined to be brittle. Since 
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the pH had risen during this treatment, it was ad- 
justed to 4.9, at which level a bright, brittle deposit 
was obtained throughout the day. However, the bath 
was now much improved and workable from a pro- 
duction point of view. 

Obviously, further dummy plating was called for, 
and this was effected throughout the next night. It 
was found that dark metal was still being plated out at 
a low current density, but the bath was now working 
fairly well at normal current densities, giving a semi- 
bright, rather brittle nickel showing some evidence of 
pitting. It was decided to work the bath at normal 
current densities during the day and continue to plate 
out impurities at low current density over night until 
a soft, white nickel was produced at 4 asf. 

Next morning it was found that the dummy plat- 
ing had produced deposits lighter in color than previ- 
ously but still extremely brittle and peeling exten- 
sively. At normal current density there was now ex- 
tensive evidence of pitting whether the bath was 
worked still or agitated. A feature noted at this stage 
was that agitation yielded an extremely brittle, bright 
deposit whereas the bath when worked still but other- 
wise under identical current and other conditions pro- 
duced a white, relatively ductile deposit. In an en- 
deavour to overcome the pitting, the pH was raised 
to 5.35 by an addition through gauze of nickel hy-- 
droxide, freshly produced by adding caustic soda solu- 
tion to approximately 1 gallon of the nickel bath. The 
tendency to pit at once diminished and soon disap- 
peared, and the deposits were now relatively ductile, 
though stiil too hard. Generally speaking, results were 
considerably better than had been obtained from this 
bath for a number of months. 

After two nights’ further dummy plating; it was 
found that a relatively pure nickel was being produced 
at low current densities, though still showing some 
tendency to peel. Since the nickel being deposited at 
20 asf was now white, medium soft, and ductile, it 
was decided to discontinue dummy plating. 

As a matter of interest, analysis had shown that 
the deposit plated at low current density after approx- 
mately 48 hours’ continuous plating consisted of a 
nickel-zinc alloy containing approximately 87 per 
cent of nickel. After three nights of further dummy 
plating the metal being deposited contained 99.6 per 
cent of nickel; zinc was found to be present qualita- 
tively and probably accounted for most of the re- 
maining 0.4. Tests performed on the deposits ob- 
tained by dummy plating showed a progressive low- 
ering of hardness from day to day: the deposits ob- 
tained early in the treatment approximated 600 to 700 
Knoop while those obtained towards the end of the 
dummy plating showed 250 to 300 Knoop. 

Additional to the foregoing is an experience with 
dummy plating in another nickel bath of approxi- 
mately 100 gallons capacity. It was noted that arti- 
cles plated in this bath were rough as though sus- 
pended matter had been occluded in the deposit, espe- 

(Continued on page 864) 
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ELECTROPLATING 
OF ROLLER CHAIN 


A Report by the Technical Committee 

of the Roller Chain Group of the Association 
of Roller and Silent Chain Manufacturers, 
G. G. Mize, Chairman 


SINCE YEARS of investigation, research, and experi- 
ence warrants the conclusion that plating of assem- 
bled precision steel-roller transmission chains is ex- 
tremely hazardous, the Association of Roller and 
Silent Chain Manufacturers advises that the maker 
cannot and will not be responsible for the service of 
chains so plated. 

During the last war, many instances were reported 
wherein plating of assembled steel roller chains by 
uninformed individuals resulted in actual or potential 
damage to equipment. 

Many purchasers have plated standard assembled 
steel-roller chains either to improve their superficial 
corrosion resistance or to change their visual appear- 
ance. The results are seldom satisfactory, and fre- 
quently the chain is damaged to the point where it is 
not safe to use. In addition it is impossible to plate 
the inner parts of assembled chains where it is needed 
for corrosion resistance, and a uniform covering of 
external surfaces is seldom obtained because of poor 
electrical contact in the chain. 

The following details are submitted to support this 
general statement. The construction of a roller chain 
is shown in Fig. 1. In order to provide the strength 
required for normal service, the side plates are com- 
monly made from medium carbon steels heat-treated 
to Rockwell C-40 to C-45. For wear resistance the 
pins and bushings are carburized and heat treated to 
produce a file hard surface. 

The bushings and pins are retained in their respec- 
tive side plates by press fits which must be tight 
enough to prevent any movement between the fitted 
parts in service. The required resistance to movement 
is not obtained until the press fit is sufficient to cause 
the steel around the pitch hole of the side plate to be 
plastically deformed to a slight extent. The internal 
stress in the side plates at these zones must, there- 
fore, be of the order of 200,000 psi and, of course, 
these stresses must be balanced by similar ones in the 
mating pins or bushings. 


818 





The side plates and rollers of standard roller chains 
are usually oxidized (colored straw, blue, or black) to 
provide an attractive appearance and some resistance 
to superficial rusting. It is not possible to apply a sat- 
isfactory plate over this oxide layer, and while it can 
be removed in inhibited weak acids, there is grave 
danger that enough hydrogen will be evolved to make 
the steel so brittle that the side plates will crack or 
split and the bushing will crack or break down cir- 
cumferentially. 

In the electroplating process, the object to be plated 
must be the cathode, and even under carefully con- 
trolled conditions enough atomic hydrogen will be 
evolved and absorbed by the steel in the assembled 
roller chain parts to provide the same results. 

Typical failures produced by these operations of B 
color stripping and plating are shown in Fig. 2. A 
cracked side plate cannot support the normal service 
loads, and the chain may break apart completely. f 
Cracked bushings will break up under normal service, f 
and rapid wear will result. 





toc 
toc 
BUSHING ROLLER LINK PLATE 
Pin Pit LINK PLATE dot 
‘ wit 
Fig. 1. Construction of roller chain ) 








Fig. 2. Typical failures in plated chain 


As already stated, the exact mechanism of hydroget® oyt}, 
embrittlement is not completely understood. Experi) for . 
ments undertaken to study this phenomenon /iave) the 
proved that roller chain parts of the same analysisf bry; 
metallurgical characteristics and mechanical fits wil det 
not always fail when electroplated under the same c0l-§ Hoy 
ditions, but failures occur often enough to make i and 
positive that it is not a safe practice. diffi 
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BRUSHES IN THE FINISHING INDUSTRY 


A. J. CHANDLER 


The Osborn Manufacturing Company, Cleveland, Ohio 


BRUSHES OF SIMPLE construction are very old 
tools, their use in industry dating from its beginning. 
Periodically, someone has found that a brush could 
do a particular job especially well. Frequently in 
such cases, a brush came into use as part of a method, 


As this demand grew, brush makers were encouraged 
to provide themselves with more elaborate and more 
expensive equipment. By some such steps as these 
there came into existance a manufacturing industry 
producing brushes of many styles and makes. 

The brush maker has had to do the same as other 
tool makers: study the jobs that users of industrial 
tools want done, and bid for those jobs that could be 
done better and more economically with brushes than 
with other means. 

Many tools will do all that is needed except deliver 
the finishing touch. Some finishing tools that do an 
exceptionally fine job are not particularly well suited 
for the in-between jobs. For example, a solid grind- 
ing wheel will remove material but is not necessarily 
a practical tool for producing final surface finish of 
high color. 

Then, too, there are other factors such as the shape 
of the part that greatly influence the type of tool 
which must be used. Brushes, because of their flexi- 
bility, will follow the shape and contour of the sur- 
face to be finished without removing an appreciable 
amount of metal. This feature makes the application 
of brushing easier for the operator in that the brush- 
ing pressure can be varied within wide limits as com- 
pared with the pressures used with solid grinding 
wheels and hard-faced wheels. 


SELECTION 


In order to discuss brushes intelligently, we must 
outline briefly how to go about selecting a power brush 
for 2 manufacturing operation. If we were to look at 


_ the ‘arge number of available types and sizes of power 


brusiies, it would be quite a complicated procedure to 
determine the brush best suited for the job in mind. 
However, if a few brush characteristics are considered 


and understood, step-by-step selection is not at all 
diffic lt. 
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It is a common practice to use one brush for sev- 
eral different kinds of work, and this may be a prac- 
tical approach where job lots of parts are manufac- 
tured; however, where parts are finished on a mass 
production basis, the correct brush for each job is a 
necessary requirement in order that operational cost 
be kept at a minimum. The most reliable method of 
selecting the correct brush is to conduct actual tests 
under existing operating conditions. Experience 
teaches that local conditions vary and that a brush 
which gives low cost and high quality in one plant 
may not necessarily be the best brush for use in a 
different plant. 

In selecting a brush for test it is necessary to con- 
sider the essential brush specifications: 

1. Type of fill material—brushes are filled with a 
wide variety of fill materials, such as wire, fibre, 
nylon, cord, etc. 

2. Size of fill material—the coarseness or fineness 
of the fill material is, of course, a very important 
factor in the resulting surface finish. 

3. Effective trim length—the effective trim length 
of the brush is the length of material extending be- 
yond the face plate or the brush back. Reducing the 
effective trim length reduces the amount of flexibility 
embodied in the brush which is important in controll- 
ing the effectiveness of the brush. 

4. Density—the amount of fill material in the brush 
can be varied to increase or decrease the flexibility of 
the brush. 

-5. Outside diameter of brush—the outside surface 
of the brush is, of course, where the work is being 
done. It can be used as a variable factor in increasing 
or decreasing the peripheral speed of the brush. 

6. Surface speed—the speed of rotation of the 
brush is another factor controlling its flexibility. It 
may be necessary to reduce the speed sufficiently to 
give the necessary flexibility for uniform brushing of 
the entire surface of parts which have slots, contours, 
and other irregular surfaces. 

A list of specific tasks that brushes will perform 
would be too long for the available space and perhaps 
somewhat uninteresting, but one might profitably 
characterize a few types of jobs that can be done well 
by means of brushes: 
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1. Moving, removing, or assisting in removing gran- 
ular material, dust, or any other finely divided mate- 
rial, whether wet or dry. 

2. Breaking or loosening and removing or assisting 
in removing thinly encrusted material, such as scale, 
residue, rust, stain, etc. 

3. Knocking off burrs and smoothinz edges or sur- 
faces from which the burrs have been removed, as 
long as the size of the burrs is within reasonable 
limits. 

1. Polishing sharp corners and providing them with 
uniform radii whenever relatively small radii are sat- 
isfactory. For this work, as in some other cases, the 
assistance of some abrasive material may be necessary. 

5. Blending surfaces. 

6. Refining a surface and making it more uniform. 

One example of brush applications for the removal 
of more or less finely divided matter is the scrubbing 
of metal sheet, performed either at the mill as part of 
the manufacturing operation or at the plant of the 
user as a precautionary measure to prevent damage 
during forming, stamping, etc. The removal of residue 
burden from conveyor belts is another example. The 
distribution of pumice, zinc oxide or similar powdery 
materials in the surface treatment of sheet rubber, 
plastics, fabrics, paper, etc., is a third example. This 
kind of work may require either a stationary type 
brush or a power driven brush. Frequently, brushes 
for this purpose are of the large cylindrical type, power 
driven at speeds suitable for the job in question. 


Corp Burr BRUSHES 


The term buffing embraces two operations, “cutting 
down” and “coloring’’, and is distinct from polishing 
or grinding in that the abrasive, instead of being 





Fig. 1. Examples of buff brushes. Left, No. 60; right, No. 61. Note ventilating adaptor 
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glued to the wheel, is applied to it in the form of a 
bar stick or liquid suspension containing a_ binder. 
Buffing is employed where the surface does not re- 
quire removal of a substantial amount of metal or ag 
a final finishing operation to obtain a high luster after 
preliminary polishing. 

The preparation of the part to be plated may neces- 


sitate several operations prior to buffing. The first 
step may be wire brushing for cleaning the surface, 
This may be succeeded by a tampico operation with a 
cutting compound. The buffing which follows is gen- 
erally performed with a sharp or fast-cutting buffing 
compound to smooth the surface and bring up as 
bright a finish as possible in one operation. Should a 
higher or brighter finish be required, an additional 
operation, coloring, is performed using a milder buff- 
ing compound. 

The buffing brushes shown in Fig. 1 are the results 
of several years of study to determine the size of cord 
best suited for cutting down and coloring, respectively. 

The specially treated No. 61 Cord, which is the 
heavier of the two, when used in conjunction with a 
cutting compound, not only cuts exceptionally fast 
and has longer life than some buffs, but also provides 
a surface that needs little coloring. For some opera- 
tions on some materials it is said to work as well as a 
polishing wheel. 

Because of the toughness and hard working face of 
this buffing brush, it works best on automatic equip- 
ment but is not limited entirely to such applications. 

The brush sections are assembled with a ventilating 
adaptor which assists greatly in keeping the sections 
from overheating and burning. In addition to the 
ventilating adapters, which can be had in either 
pressed board or steel, a ventilating flange has been 
designed which makes the outside air circulate through 
the sections (Fig. 2). 
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Recently in a large automatic plant the No. 61 cord 
brush supplanted buffs made of sisal cloth and other 
buffs for the buffing of 8 x 10 inch scuff plates of 
stainless steel, the reasons being both faster cut and 
higher luster. 

Material cost may also be very low. A recent test 
in which lots of over 91,000 stainless steel wiper arms 
were buffed with each kind of wheel (Fig. 3) gave the 
results shown in Table I. Not only was the cost for 
the buffing brushes exceedingly low but the finished 
product was also superior. 

The No. 60 cord buffing brush was developed for 
coloring and light coloring. When used in conjunction 
with such coloring compounds as whiting, the natural 
color of the base metal is brought out with a high 
luster. Satin, butler, or matte finishes can also be 
obtained very readily with this brush by using a glue- 
base compound or a mixture of emery and oil of the 
consistency of waffle batter. This cord can also be 
used for light polishing operations by setting the face 
with a glue-base abrasive. We like to think of this 
buffing brush as being unusually suitable for coloring 
because its flexible trim is already in the condition 
which most buffers produce with a rake. 

suffing brushes work differently than ordinary buffs 
in that they conform to the contours and radii of the 
part to be buffed. Their flexibility permits the handling 
of irregular shaped parts on which buffs cannot per- 
form satisfactorily. 

As previously indicated, wheel speed is an impor- 
tant factor in all buffing and polishing. It varies 


TABLE I. COMPARATIVE MATERIAL 
COST OF BUFFING WIPER ARMS 








Com- 
Wheel Wheel pound Total 
srush, No. 61 | 
a | 0.181 0.104 0.285 
fa | 1.75 6.23.i| L.9 
- ) ae | 2.29 0.21 | 2.30 











TABLE II. USUAL BRUSH SURFACE 











SPEEDS 
Brush Speed, 
1000 ft/min 
Cutting Color- 
Base Metal down | ing 
Copper alloys, soft | 
ee 8.5-10 | 6.5-8 
Nickel, nickel-silver. . . . . 9-10 7-8 
Siainless and carbon | 
"oR | 10-12 |- 10-12 
@ 
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widely depending upon the particular job to be done 
and the material to be worked. It is quite difficult to 
suggest wheel speeds for any specific operation that 
are applicable in all cases, because such operating 
conditions as compounds, pressures and cord sections 
vary a great deal from plant to plant. However, 
a few typical ranges of values are presented in 
Table II. 

It should be emphasized that high speeds require 
good wheel ventilation if burning of the cord and 
excessive wheel wear are to be avoided. 





Fig. 2. Ventilating flange 





n_ 


Fig 3. One of a set of four brushes, No. 61, after 
finishing of 91,360 stainless steel wiper arms 
shown below 


—_ 
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General Chemical 
Metal Fluoborate Solutions 


Cadmium Fluoborate 
Chromium Fluoborate 
Cobalt Fluoborate 
Copper Fluoborate 
Ferrous Fluoborate 
Indium Fluoborate 
Lead Fluoborate 
Manganese Fluoborate 
Nickel Fluoborate 
Silver Fluoborate 
Stannous (Tin) Fluoborate 
Zinc Fluoborate 


BASIC CHEMICALS 


FOR AMERICAN INDUSTRY 
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COPPER PLATING 


Electrotypers . . . gravure printers ... 
producers of composite copper-nickel 
coatings . . . manufacturers of other 
copper-clad products that must be 
plated at fast rates—have found Gen- 
eral Chemical’s Copper Fluoborate an 
important new chemical tool that 
offers unusual advantages in high 
speed operations. 


This development of General Chem- 
ical Fluorine Research is a concen- 
trated solution that deposits copper at 
a higher rate than any other known 
acid bath, with no sacrifice in quality! 
Copper Fluoborate is easy to control, 
profitable to use. It needs no addition 
agents; it produces semi-bright, fine- 
grained and ductile coatings; it plates 


ATE 


.\ the High speed, Easy-to-use 


CHEMICAL 


out heavy deposits when desired. 
Think of what these advantages can 
mean to your production! Order Gen- 
eral Chemical’s Copper Fluoborate 
now for your plating work. 


FIRST IN FLUORIDES . . . Copper Fluo- 
borate is one of many General Chem- 
ical Metal Fluoborate Concentrate 
Solutions available to Industry in com- 
mercial or experimental quantities. 
For operating details, write today for 
Technical Information Manual, CF-1. 


For technical data .. . trial samples 
. .. or helpful information on this or 
other Metal Fluoborates, contact 
General Chemical Fluorine Division, 
40 Rector Street, New York 6, N. Y., 
or the nearest General Chemical Office. 


GENERAL CHEMICAL DIVISION 
ALLIED CHEMICAL & DYE CORPORATION 


40 RECTOR STREET, NEW YORK 6, N. Y. 


Offices: Albany * Atlanta * Baltimore * Birmingham ° Boston * Bridgeport * E uffalo 

Charlotte * Chicago * Cleveland * Denver * Detroit * Houston * Kansa: City 

Los Angeles * Minneapolis * New York * Philadelphia * Pittsburgh * Portland ‘ Jre.) 

Providence * San Francisco * Seattle * St.Louis * Wenatchee * Yakima (VW ash.) 
In Wisconsin: General Chemical Company, Inc., Milwaukee, Wis. 

In Canada: The Nichols Chemical Company, Limited * Montreal * Toronto * Vancouver 
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METAL FINISHING TRAINING 
at the 


ROCHESTER INSTITUTE OF TECHNOLOGY 


JAMES WEAVER 


Chief Chemist and General Foreman 


Metals Division, Hickok Manufacturing Company 


WALTER F. SWANTON 
Staff Member 
Rochester Institute of Technology 
Rochester, N. Y. 


This article has been submitted for publication not 
merely to gain publicity for the program outlined herein 
but also to offer the ideas it contains to other educational 
institutions and to inspire similar programs for the 
advancement of the science of electroplating and for the 
opportunity they give to those employed in the trade to 
learn the scientific, theoretical, and practical aspects of 
their work. Any inquiries or suggestions will be appre- 
ciated and should be addressed to Mr. Swanton. 


CLASSES IN METAL FINISHING were started 
last fall in both the Day and Evening Schools of the 
Rochester Institute of Technology. The Evening 
School class is taught by the senior author and the 
Day School class by the junior author. The success 
of the program has been evidenced by regularity in 
attendance of students and the growing popularity. 

The Institute now operates three-year programs 
leading to a diploma in both the Day and Evening 
Schools. Day students can attend classes full time, or, 
by attending in alternate blocks, spend equal periods 
of time in the classroom and in cooperative industrial 
employment. Among the industries employing stu- 
dents on the cooperative plan are the Eastman Kodak 
Company, Hickok Manufacturing Company, and Tay- 
lor [instrument Companies. Evening School students 
are drawn from full-time employees of local concerns, 
last year from Wollensak Optical Company, Eastman 
Kodak Company, Stromberg-Carlson Company, and 
Hicsok Manufacturing Company. 

The history of these courses in Metal Finishing 
dates back to 1945 when several leading members of 
the Rochester Branch of the American Electroplaters’ 
Society suggested such a program to Dr. R. L. Van 
Peursem, Supervisor of the Department of Industrial 
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Chemistry. The need for such training facilities and 
the suitability of the Institute as a center for furnish- 
ing them were readily apparent. Accordingly, an in- 
structor, possessing the necessary qualifications, was 
employed to take charge. The instructor, Mr. John 
Lander of the Naval Research Laboratory, met with 
an interested group of members of the A. E. S. during 
1946 and initiated plans for courses and obtaining 
laboratory equipment. Early in 1947, however, he 
returned to the Navy, and the following August, the 
junior author, a chemical engineer of the Institute 
Staff, was placed in charge. About the same time, the 
senior author, who’ had recently come to Hickok 
Manufacturing Company from the National Cash 
Register Company, Dayton, Ohio, was engaged to 
teach the evening classes. 


Day ScHoot CLAssEs 

The objectives of the Day School are to qualify 
high school graduates for rapid promotion to super- 
visory positions in the Metal Finishing Industry, and 
to provide industry with employees with more detailed 
knowledge of the technical as well as the practical side 
of their jobs. During his three years’ instruction, the 
student receives intensive training in the sciences and 
humanities at the Institute and practical work experi- 
ence in the metal finishing departments or labora- 
tories or both of cooperating industries. Upon gradua- 
tion, he generally becomes a full-time employee of the 
plant wherein he did his cooperative work. 

Day students take the regular Industrial Chemistry 
curriculum and, in addition, certain courses dealing 
specifically with metals and metal finishing. A com- 
plete list of the courses is given below. (An asterisk 
indicates those dealing specifically with finishing.) 
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First Year 
Human Relations 
Study Technique 
Report Writing 
Metal Finishing* 
Second Year 


General Chemistry 
Qualitative Analysis 
Mathematics 
Physics 


Economics 

Metallurgy* 

Corrosion and 
Organic Coatings 

Third Year 

Industrial Chemistry 

Electroplating* 


Quantitative Analysis 
Organic Chemistry 
Electricity 


Physical Chemistry 
Industrial Organization 


The first year course in Metal Finishing is intended 
Its objectives are 
to develop a coordinated picture of modern methods 
and their purposes and to impart a working vocabu- 
lary of metals and metal finishing. The major topics 
discussed are: Metals, Electrochemistry, Corrosion, 
Preparation of Base Metals, Electroplating, Other Me- 
tallic Coatings, Surface Treatments, Coloring, Organic 
Coatings and Temporary Coatings. Simonds and Breg- 
man! is used as a textbook and is supplemented by 
mimeographed materials and lectures. 

A brief course in Metallurgy is offered during the 
first term of the second year. It deals primarily with 
the manufacture of metals and entails some labora- 
tory work. The text adopted is Frier.2. During the 
second term a combined course in Corrosion and Or- 
ganic Finishes is given. Mimeographed notes are used 
for the work in corrosion, but a textbook by Wam- 
pler* has been adopted for the Organic Finishes portion. 
Laboratory work is planned in connection with the 
course. 

During the third year Electroplating is studied in 
considerable detail. Blum and Hogaboom* is used as a 
textbook and is suplemented with up-to-date mimeo- 
graphed materials and reference articles. Laboratory 
work constitutes a major activity throughout the year. 

The electroplating laboratory is being built around 
a pilot-plant line of 20 gallon tanks for cyanide cop- 
per, bright nickel, and chromium plating. Included 
with these plating tanks are tanks of appropriate ca- 
pacity for soak-cleaning, electrolytic cleaning, cyanide 
dipping, pickling, and hot and cold water rinsing. 
Other major equipment items include a buffing lathe, 
a tumbling barrel, a centrifugal drier, and a degreaser. 

Power requirements are met with two selenium-type 
rectifiers of 150 and 100 ampere capacity. For smaller 
scale work, several 5-gallon earthware tanks and a 
40-ampere copper-oxide rectifier are available. The 
flexibility of this equipment enables the students to 
study the characteristics of any known plating solu- 
tion on a semi-production basis 

Facilities for testing solution consist of usual chem- 
ical apparatus, Hull cells, 5-ampere rectifier, electro- 
analyzer, and Beckman pH meter. A salt-spray cham- 
ber, Magne-gage and drop-test apparatus are avail- 
able for testing electrodeposits. 


as a survey or orientation course. 
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Experimental work performed by the students con- 
sists of (a) making up solutions, (b) preparation of 
analytical reagents and analysis of the solutions, (c) 


buffing and clean ng of the work, (d) stripping of de- 


posits, (e) inspection and testing of deposits with re- 
spect to identification, porosity, thickness, and curro- 
sion resistance, (f) study of theoretical and prac‘ ical 
characteristics of various solutions, (g) study of the 
effects of variation of the solution components, (h) 
study of the effects and methods of removing im- 
purities, and (i) research to improve existing formulas 
or to develop new formulas. 

Local suppliers to the plating industry have con- 
tributed supplies and chemicals. We wish particularly 
to thank The Udylite Corporation for providing bright 
nickel, MacDermid Incorporated for bright copper and 
cleaners, and Lea Manufacturing Company for com- 
pounds and buffs. 

As the program becomes more established, it is 
hoped to extend the laboratory facilities to include 
alloy deposition, anodizing, plating on non-conductive 
surfaces, organic finishing, and surface treatments. It 
is also hoped that this laboratory will be able to serve 
the local industries in solving technical problems. 


NiGut SCHOOL CLASSES 

The Night School course was started last Fall and, 
as it was a new subject, no advance publicity was 
given. Classes were held on Tuesday and Thursday 
evenings from 7:30 to 9:30: P. M. 

“Principles of Electroplating’ by Blum and Hoga- 
boom was used as a reference book, but the majority 
of the lessons were given from mimeographed sheets 
which provided the students with the most up-to-date 
material selected from articles in PLatine, “Metal 
Finishing’, A. E.S. Proceedings, and other sources. 
During the term several guest speakers donated their 
services and several companies allowed us to inspect 
their plating departments. 

The first semester was devoted almost entirely to 
lectures and demonstrations, but about one-half of the 
time in the second semester was devoted to laboratory 
assignments. 

An outline of the course will show the comprehensive 
program which was given. It may be changed at the 
instructor’s discretion, either to devote more time to 
insure proper understanding of a subject or to include 
new or timely subject matter of interest to the students. 


First SEMESTER 

Week Tuesdays 

1 Principles of Chemistry 

2 Principles of Electricity and 
Electrochemistry 

3 pH and Hull Cell Deter- 
minations on Bright 
Nickel. Review of pre- 
ceding subject matter 

4 Hull Cell Determinations 
on Variety of Plating So- 
lutions (written reports 
on results by students) 


Thursdays 
Principles of Chemistry 
Principles of Electrochem- 
istry and pH 

Quiz on subjects covered 
so far. Passivity, Polari- 
zation and Throwing 
Power 

Selection, Specification 
and Inspection of flec- 
trodeposits 


PLATING 
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Week 


9] 


~ 


9 


10 


11 


Tuesdays 

Clinic Night on Faulty Plat- 
ing. Study of Base Metal 
before Plating (micro- 
scopic) 

Vietal Cleaning and Pick- 
ling 

Factors Affecting Deposits 
(demonstration ) 

Laboratory Testing of Elec- 
trodeposits (thickness, 
porosity, ductility, crys- 
talline structure, and ad- 
hesion ) 

Plant visitation 


Copper Plating 
(guest speaker ) 
Zinc and Cadmium Plating 


12-13 Christmas Vacation 


14 


15 


16 


17 


Week 


1 


to 


10 


11 


12 


Chromium Plating 


Anodizing of Aluminum 


Plating on Aluminum 


Review of semester’s work 


Thursdays 
Metal Cleaning and Pick- 


ling. Condition of Base 
Metal 


Character of Deposits and 
Bancroft’s Axioms 

Electrochemical Theory of 
Corrosion 

Quiz on barrel finishing 


Buffing and Polishing 
Various Metals 

Bright Nickel Plating 
(guest speaker) 

Gold and Gold Alloy 
Plating 

Christmas Vacation 

Hard Chromium Plating 
(guest speaker ) 

Special Finishes on Metals 
(Parkerizing and Bonder- 
izing, Electrocolor and 
Pattern Plate, black 
nickel and oxidized fin- 
ishes) 

Plating on Non-Conduc- 
tive Surfaces 

Examination on first semes- 

ter’s work 


SECOND SEMESTER 


Tuesdays 

Review of Chemistry. Bal- 
ancing of Equations 

Use of Metric System 

(laboratory ) 


Preparations of Standard 
Solutions. Use of Ana- 
lytical Balance 
(laboratory ) 

Elementary Principles of 
Volumetric Analysis of 
Plating Solutions 
(laboratory ) 

Volumetric Analysis of Plat- 
ing Solutions 

Colorimetric Analysis of 
Plating Solutions. Deter- 
mination of Impurities in 
Plating Baths 
(laboratory ) 

Quiz on Analysis 
(laboratory ) 

Experimental Plating 
(individual laboratory 
assignments ) 

Experimental Plating 
(laboratory ) 

<xperimental Plating 
(written reports on as- 
signments ) 


— 


<xperfimental Plating 
(written reports on as- 
signments) 

Plant visitation 
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Thursdays 
Review of Electrochemis- 
try. Metric System 
Elementary Principles of 
Quantitative Analysis of 
Plating Solutions 
Normality and Standard 
Solutions. Reagents and 
Indicators 
Calculations in Plating 
Analysis. Quiz 


Gravimetric Analysis of 
Electrodeposits 

Colorimetric Analysis of 
Plating Solutions 


Functions of Plating 
Laboratories 

Research and Testing in 
Electroplating 


Plating to Specifications 


Temperature Controls and 
Other Instruments in 
Electroplating 
(guest speaker ) 

Electrical Instruments, 
Generators and Recti- 
fiers 

Materials on Construction 
in Plating Plants 


Week Tuesdays 
13. Effects of Impurities in 
Plating Baths 


Thursdays 
Plant Layout and Design. 
Review and questions on 
second semester’s work 


14 Removal of Impurities from Final examination 


Plating Baths 


15 Open (laboratory) Summary 


CooPERATIVE EMPLOYMENT PROGRAM 

The industries are cooperating .with Rochester In- 
stitute of Technology not merely to give students 
employment during the periods when they are not in 
school but also to increase their knowledge by practi- 
cal application and further extension of their educa- 
tion in metal finishing. 

During their work-blocks, students are shifted fre- 

quently so as to spend’a portion of their time on 
every possible phase of the industry. Frequent con- 
ferences are held to review their problems, and every 
effort is made to give them information pertinent to 
their work. Their school grades are available to their 
employers, and they are graded on their work-habits 
to correlate their education and practical training. 
_ As an example of the methods used by one indus- 
try to train these students, the program developed by 
the Hickok Manufacturing Company and approved by 
R. I. T. will be described. The student spends from 
eight to ten weeks in each department. 

Relieving Department—The students learn to pro- 
duce the various finishes obtained with scratch-brush 
wheels, cloth wheels, satin finish wheels, string wheels, 
etc. Every effort, consistent with production require- 
ments, is made to let them devote a portion of their 
time to each type of finish. 

Burnishing Department.—The students learn bulk 
methods of finishing such as bright dipping, fire scal- 
ing, deburring, tumbling, burnishing, and _ bronze 
plating. 

Silver and Copper Plating Department.—The stu- 
dents learn the methods of cleaning, solvent washing, 
and silver, cadmium and copper plating of various 
base metals, including zinc base die castings. Both 
barrel and tank methods are covered. 

Jewelry Plating Department.—The students again 
spend time on c‘eaning prior to plating to emphasize 
the importance of proper preparation of the work. 
The remainder of their time is spent bright nickel 
plating, rhodium plating, 24K-gold plating, and alloy- 
gold plating. 

Buffing Department.—The students learn to.use the 
higher speed wheels to remove burrs and to buff and 
color buckles and jewelry. 

Laboratory.—The time spent in the laboratory gives 
students an opportunity to learn modern methods of 
controlling quality and production. They help main- 
tain solutions. by analysis, make additions to tanks, 
and learn methods of purification of solutions, salvage 
of precious metals, and process control and specifica- 
tions. Usually, if the student is capable, he is given 
a research or experimental assignment during his 
laboratory time. (Continued on page 835) 
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Top quality chrome plating with continuously moving cathode — Lasalco’s newest 
§ P E C | F | C A T | 0 N S > development — gives you these production-boosting, cost-reducing, profit-making 
ne Cathode Wheel Diameter 30”; 31 Fingers, e advantages: 
p 3” Centers ° * Minimum labor — only one operator to load 
ji — Plating Travel 60”; No-plate Travel ° * Completely automatic unloading 
e e +H 
. Anode Rods 26” I.D.; 38” O.D., 2” Diameter . * No saan or rack wuasneeauaes enneney 
e Center of Anode to Center of Cathode 3” : * More uniform plating means fewer rejects 
¢ Tank Diameter 46”; Depth 12” = * Machine is complete, ready to install. Only exhaust and elec- 
* — Solution Capacity 72 gals., 2” from Top ° trical connections needed 
* Anodes Used 20; %" x 2" x 6" . * Far greater output — 4278 pieces per hour at 16 second plating 
, Heating: %4” 1D. 6% Antimony Lead Steam = ° time; 2139 pieces at 32 seconds; 1173 pieces at 55 seconds 
° —_ % It will pay you to learn more about Lasalco’s Circular Chrome Plater and what 
Motor 4 H.P., A.C., Variable Speed Reduction ° " 
’ i" it can do for you. 
° _ 


STTe TT CTC TTC TCE TT Cee i WRITE FOR DETAILS TODAY 


LASALCO, INC. + 
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a department devoted to readers’ questions of general interest 


(). 27 In the Serfass-Levine report on the determination 
of lead in nickel baths (Monthly Rev. Am. Electroplaters’ 
Soc. 33, 1085 [1946]; A. E.S. Research Report Serial 
No. 3, p. 19) under Procedure, step 14 reads, “Run a 
hlank, going through the above procedure with the same 
number of dithizone extractions as were required to 


It is necessary to extract the blank the same number 
of times as the sample to remove the same amount of 
oxidized dithizone. Incidentally, the 2-ml extraction 
was not mentioned in the published procedure.—The 
reasoning applied to the lead determination may not 
be applied to an iron determination with ortho-phe- 























ertracl the lead. Record the scale reading of the blank ® nanthroline in which the blank is run on the bath 
(Note %4).”” sample omitting the color developing reagent and not 
We have obtained the results shown in Table A. An on a pure bath including the color developing reagent. 
inspection shows that the number of extractions mark- With the bath sample as the blank, the number of 
edly affect the blank reading. However, when we set up extractions is not particularly important.—We used 
our calibration with one 5-ml and one 2-ml extraction, n-amyl acetate and do not know that isoamyl acetate 
we oblained a straight line that obeyed Bouguer-Beer’s works properly.—E. J. SeRFAss. 
law perfectly. No other blank did that. The same kind ; 
of reasoning may be applied to the iron determination Q. 28. I have a great deal of trouble with cadmium plate 
(Monthly Rev. Am. Electroplaters’ Soc. 33, 1195 (1946); turning brown when I heat it to remove hydrogen embrit- 
A. E. S. Research Report Serial No. 3, p. 28). Are tlement. What can I do to eliminate this difficulty? 
> renal ; ‘30- e 
wewronge i appears that a ieee amy! a A. The first thing to do is to make certain that the 
can be used for extraction of iron cupferride in the latter : . d 
nied. Which duuld be ital? temperature is uniform throughout that portion of the 
a ——* oven in which the parts are placed. It has also been 
A. The increase in blank reading is normal inasmuch shown that cadmium plate which has been plated in 
as each extraction removes more oxidized dithizone a solution in which nickel is used as an auxiliary 
from the solution.—The observed straight line rela- brightener can stand higher temperatures than pure 
tion is probably fortuitous. It does nct seem feasible cadmium plate without being oxidized.—K. G. Sop- 
that you will remove all lead with only two extractions. ERBERG 
TABLE A 
| | | 
Standard 
Test | Nickel No. of Fisher Average 
No. | Solution Extractions Electrophotometer Reading 
| Added = |——————,-——-—-——-— | Readings 
| ml | smi | 2m | 
l | 0 l | l | 17.5, 17.5, 17.5 | 17.5 
2 o | a | 2g | 21.5, 21.5, 21.5 21.5 
5 0 | 1 3 | 28.6, 28.6, 28.6 | 28.6 
| | | 
| | 
1 1 1 1 | 19.0, 19.0, 19.0 | 19.0 
5 | 1 | 1 ) 2 | 24.4,24.4, 24.4 | 24.4 
6 | l 1 3 28.0, 28.0, 28.0 | 28.0 
| | 
7 | 2 1 1 18.4, 18.4, 18.4 | 18.4 
:-) 2 | 1 2 | 21.5,21.5,21.5 21.5 
| 
| | 
9 | 2 | 1 3 | 28.5, 28.5, 28.5 | 28.5 
| | 
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SOLVE YOUR CLEANING 
AND PLATING PROBLEMS 
) WITH AN H-VW-M 
CONVEYOR COMBINATION 








© Flexibility of design makes 
possible use of several semis 
for various types of plating 
in one system. 


e Double File carrier con- 
struction permits splitting 
tanks in direction of travel. 
This brings racks on the same 
carrier into contact with dif- 
ferent solutions. 


e H-VW-M by-pass feature 
allows selective treatment 





for varying types of work. 
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Review 


by DR. HAROLD J. READ, 


Associate Professor of Metallurgy 
The Pennsylvania State College 





Inc., New York 10, N. Y. Price, $8.00. 


of electropolishing techniques. 


physics. 





another, 


review of 1,044 selected literature references. 
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SurracE Cuemistry for Industrial Research by J. J. 
Bikerman, 1947, ix + 464 pages. Academic Press, 


This monograph is noteworthy in that it brings 
together in one volume a vast amount of hitherto 
widely scattered information which can be of inesti- 
mable value to the industrial chemist and, more par- 
ticularly, the electroplater. The latter, of course, 
deals almost wholly with surfaces, and the majority 
of his processes involve chemical reactions at surfaces. 
Even polishing, which was formerly a completely me- 
chanical operation, has in some instances become an 
example of applied surface chemistry through the use 


It may appear that a great deal of the information 
in this book is in the realm of physics rather than 
chemistry, but an inspection of the literature refer- 
ences will reveal that the major part of the source 
material has been found in chemical journals. This is 
but another example of the futility of trying to estab- 
lish a dividing line between the fields of chemistry and 


Because of the fact that surface chemistry is in- 
volved in an extremely wide variety of theoretical and 
practical problems, the organization of a logically ar- 
ranged, concise and non-repetitious presentation of the 
subject matter is far from a simple task. The author 
has chosen to organize his material according to a 
classification based on the states of aggregation of the 
bodies separated by the surfaces, e. g., liquid-gas, 
liquid-solid, solid-gas, etc. This method appears to be 
eminently satisfactory since it is easy to find informa- 
tion on a given situation and there is remarkably 
little duplication from one section of the book to 


Alt iough it is well organized, the volume is not so 
much a textbook as an extended and fairly critical 


exteni of the critical treatment of the various topics is 
hot uniform throughout the book, and one suspects 
that the author has a great deal more interest in some 
parts of his subject matter than in others. This is not 


a surprising situation, and on reviewing the extent and 
diversity of the phenomena under consideration, one 
would hardly expect it to be otherwise. 


While by far the greater portion of the book deals 
with subjects other than electrodeposition, the plater 
will be gratified by the number of items pertaining 
either directly or indirectly to his field, all of which, 
incidentally, may be readily located through use of 
the excellent name and subject indexes. While the 
author has not dealt with all the information avail- 
able on surface chemistry as applied to plating and his 
references are incomplete, he has considered the more 
important and leading papers which, in turn, will dis- 
close most of the remaining literature references. One 
would like to have seen the subjects of epitaxy and 
preferred orientation in electrodeposits treated at 
greater length, but it must be admitted that the pau- 
city of data makes this a matter of wishful thinking 
rather than a legitimate criticism. 


Some of the subjects which the electroplater will 
find of collateral interest are corrosion of metals, ad- 
sorption (particularly with respect to solution purifi- 
cation and the meckanism of bright plating), bubble 
formation and pitting, films, interfacial tension, poten- 
tials, surface roughness, wetting, and many others of 
equal or greater importance. The treatment of these 
subjects is interesting and valuable in itself, but in 
addition, the research worker will be provided with 
new and stimulating approaches to some of the prob- 
lems which beset the electroplater. 


In view of the importance of surface tension in 
liquid-gas systems, the author might well have de- 
voted more attention to the methods used for the deter- 
mination of the magnitude of this property. He has 
outlined briefly the principle and technique of each of 
the twelve methods which have received at least some 
measure of attention. While it is not suggested that 
detailed directions for carrying out measurements 
should have been given, it would have been helpful 
if more information had been offered on the relative 
usefulness and applicability of each method. 


The author has assumed that his reader will be well 
grounded in fundamental chemistry, physics and 
mathematics, but he has at all times placed emphasis 
on the practical aspects of his subject rather than the 
theoretical. As he says, the book “is written for people 
who know what is being done in their plant but want 
to know why it is done in a certain way and whether 
it can be done better.”’ This is a refreshing approach 
to a subject where pure theory has far outstripped 
practical interpretation or application in most 
instances. 


Mr. Bikerman writes in a style that is clear and 
succinct, and he has compressed between the covers of 
his book a tremendous amount of information pre- 
sented in an easily comprehended form. It is highly 
recommended to every plater who is interested in the 
scientific aspects of his work. 
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CYLINDRICAL GRINDING 
and POLISHING MACHINE 


0 









FOR RODS, 
BARS AND 
TUBES 
Ye” to 1%” 
DIAMETER 








The OD-1 is a Centerless Grinder using coated abrasive 
belts for grinding and polishing rods, bars and tubes of 
any metal, plastics, glass, ceramics, etc. For stock removal 
it will remove up to .005” per pass on ferrous metals, and 
up to .010” on non-ferrous metals. With work supports it 
will handle ¥2” bars up to 18’ in length and 1” bars up to 8’ 
in length. Accuracy .001” on production items — closer limits 
on some work. 


FASTER, BETTER FINISHING FOR A 
WIDE VARIETY OF CYLINDRICAL SHAPES 


22 


SEND SAMPLES! 


SEND one finished sample and a few rough samples for a 
complete Engineering Report. NO OBLIGATION. 








1613 DOUGLAS AVENUE e KALAMAZOO 54, MICHIGAN 
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For copies of original articles, turn to your Public Library 
for photostats or addresses of the publications in question 
The Electrolytic Polishing of Brass Pressings. P. 
Berger. Sheet Metal Ind. 24, 2437-2443 (December 
1947). Ls 

Describes development of a satisfactory commercial 


process. Of three processes described in the patent f 


literature, which were evaluated, only the chromic acid 
process gave good results. However, it was necessary 
to modify this process considerably for completely 
satisfactory results. Extensive details of both compo- 
sitions and operating procedures are given. Includes 
information on applicability to various alloys and to 
plant layout and procedures. 


The Determination of Tin Coating Weights on 
Tinplate. Hugh A. McKenzie. Soc. Chem. Ind. 66, 
312-319 (September 1947). 

Methods for estimating weights by removing the tin 
coating quantitatively were critically examined. The 
action of several stripping reagents on both hot-dipped 
and electrolytic tinplates was studied by measuring 
weight losses and by metallographic examinations of 
the stripped specimens. Hydrochloric acid inhibited 
with antimony trichloride was the only reagent which 
completely removed the tin coating and the alloy 
layer from hot-dipped plates. Alkaline potassium 
iodate is a satisfactory alternative reagent for elec- 
trolytic plates. 30 ref. 


Anodes—VII. Rolled, Forged, and Sintered Nickel 
Alloys. E. R. Thews. Metal Industry 71, 383-389, 
127-429 (1947). 


Electrodeposition of Tungsten Alloys Containing 
Iron, Nickel, and Cobalt. Abner Brenner, Polly 
Burkhead, and Emma Seegmiller. J. Research Nat. 
Bureau Standards 39, 351-383 (October 1947). 
Describes methods developed for the above. Some of 
the properties determined indicate that the alloys may 
be of commercial value. The deposits are smooth, 
strong and brittle. The nickel and cobalt alloys be 
come ductile on heating. As plated, the nickel and 
cobalt alloys have a hardness of 350 to 700 Vickers, 
and the iron alloy, 700 to 900 Vickers. The alloys 
undergo precipitation hardening and the cobalt: 
tungsten alloys retain hardness when hot. 27 ref. 


Fundamental Aspects of Metal Cleaning. Jay ©: 
Harris. Am. Ceramic Soc. Bull. 26, 389-392 (1947). 
The forces involved in the attraction between the 
metal surface and the various contaminants encoul- 
tered are discussed, means for 
these forces, and materials and methods with w hich 
to accomplish cleaning are described. 
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The Phosphate Layer: Its Appearance and Depth. 
E. Jaudon. Metaux et Corrosion 22, 121-124 (July, 
1947). 

Gives results of a metallographic study of the struc- 
ture of zinc phosphate and manganese phosphate 
layers. Includes photomicrographs. 


Anodizing of Aluminum Alloys in Carbonate 
Solutions. Part Il. Anodizing of Clad Duralu- 
min at Different Temperatures and in Solutions 


of Different Concentration Using DC. A. F. 
Bogoyavlenskiy. Zhurnal Prikladnoy Khimii 20, 
613-619 (July, 1947); Light Metals Res. 9, 132 


(March 3, 1948). 

Previous work had shown that in carbonate solutions 
the best results when anodizing clad Duralumin were 
obtained using direct currert. The present results are 
presented in graphical form and indicate that a coat- 
ing possessing high corrosion resistance can be ob- 
tained by anodizing in a 5 per cent solution of sodium 
carbonate at 30° C for 25 to 30 minutes at 5 asf and 
110 to 105 volts. Coatings obtained in sodium car- 
bonate solutions are characterized by their mattness. 
Their resistance to corrosion is not inferior to that of 
coatings obtained in sulfuric acid baths. 


The Metallography of Electrodeposited Surfaces. 
(Continued.) The Physics of Grinding and Pol- 
Part I. The Influence of Machining 
Stresses on a Metal. A. T. Steer. Electroplating 
(London) 1, 91-102 (January, 1948). 

Summarizes the fundamentals of metal-crystal struc- 
ture as a preliminary to a consideration of the case of 
the effect of applied stresses (machining or otherwise) 
on a single metal crystal and the effect of such stresses 
on the massive metal. 


ishing. 


Wrinkle Finishes—25 Control Points. E. A. Zahn. 
Iron Age 161, 78-83 (January 15, 1948). 

Twenty-five specific factors, each of which can have a 
marked effect upon the finish regardless of its type 
or texture, are discussed separately along with methods 
for controlling them. 


Anomalies in the Appearance of Glide Ellipses. 
Robert Maddin. Metals Technology 15 (February, 
1948), T. P. 2332, 6 pp. 

Electropolishing has generally been assumed to elimi- 
nate the strain introduced by mechanical polishing 
and to result in a more truly representative surface, 
particularly in the case of soft metallic materials. 
However, glide ellipses were found to occur on elec- 
tropolished surfaces of 99.975 per cent-pure aluminum 
crystals. Elongation and shear on specimens me- 
chanically polished, then electropolished, and finally 
Strained by use of a tensile machine, were determined 
by X-ray diffraction. Results are described and illus- 
trated, but no attempt is made to explain the apparent 
anom: lies observed. 
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| Turn the conveniently located 


POLISHING LATHES 
ABRASIVE BELT FINISHING MACHINES 


1500 TO 3000 
1250 TO 2500 

950 TO 1900 
RPM INSTANTLY 


DIAL CONTROL DOES IT! 





MODEL VROL 
VARIABLE SPEED 


dial and get spindle speed 
changes from 1500 to 3000 
RPM instantly, while lathe is 
in operation. Model VROL 
Variable Speed, Ball Bearing, 
Polishing and Buffing Lathe 
with a spindle overhang of 
8” permits handling of bulky 
parts without base inter- 
ference. 





Model VRO Variable 
Speed Polishing 
Lathe converted in- 
to a high production 
Abrasive Belt Unit 
by means of two 
Model 3 Backstands. 
Faster, cooler cut- 
ting, increased pro- 
duction, more uni- 
form finish are ob- 
tained through the 
use of abrasive belts. 


MODEL VRO 
VARIABLE SPEED 
WITH TWO NO. 3 BACKSTANDS 









Two-spindle, two-motor, 
ball bearing model with 
motors in base, multi-V- 
belt drive and 8” spindle 
overhang. Choice of 3, 5 
or 7% HP motors and in- 
dependent spindle speeds 
up to 3600 RPM. 


MODEL RRO 
SINGLE SPEED — TWO SPINDLES 


WRITE FOR 
CATALOG 625 
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pH Test Papers for 
Electroplaters 


This new set of /4 Test Papers 

covers the entire pH range from 

RH 1 to 14 

Set P-14b, complete.... $15.00 

Papers may be purchased 
separately. | 


Our pH Tables for Electroplaters 
will be sent free on request 


R. P. CARGILLE 


Products for 
Scientific Laboratories 


Established 1924 


118 Liberty Street 
New York 6,N. Y. 


“USE READER SERVICE CARD; INDICATE A 509. 




















STRIPODE 





STRIPS NICKEL FASTER, BETTER 


Stripode Addition Agent speeds up regular Sulphuric 
Acid baths ... cuts acid consumption ... protects base 
metal... prevents pitting and roughening ... often 
eliminates need for polishing and buffing. 


Write for full information. 


$-80 


THE CHEMICAL CORPORATION 





54 Waltham Ave., Springfield, Massachusetts 
USE READER SERVICE CARD; INDICATE A 566. 


PARAMOUNT 


FELT BRAND 
WHEELS 












Seek 


A. you finishing articles which 
require a wheel with o “shaped” 


or contoured face? Don't forget . T ') " | N 
that felt wheels lend themselves — oss 


to contouring probably better than 
-_ 


uw 


any other type of wheel. Don’t 
forget, too, you have nine de- 
grees of hardness to choose from yo 
when you buy Bacon Felt Wheels | 
—The Paramount Brand. Ask your 
supply house for Paramount Brand Your Supply House Can Fur- 
Felt Polish Wheels. nish Bacon PARAMOUNT | 
SEND FOR OUR NEW CATALOG BRAND FELT WHEELS & BOBS 


BACON FELT COMPANY 


Established 1824 








WINCHESTER 
“Ae 's Oldest Felt Monvufactureg!’ 


834 USE READER SERVICE CARD; INDICATE A 567. 








A Study of Films Isolated from Passive Stain- 
less Steels. E. M. Mahla and N. A. Nielsen. J. El>c- 
trochem. Soc. 93, 1-16 (January, 1948). 

By use of a bromine-methanol solution, the authors 
have been able to isolate passive films from elect ro- 
lytic chromium, ferritic and austenitic stainless stvel, 
and from the alloys Nichrome V and Inconel. These 
films were examined by both light microscopy «nd 
electron diffraction. Structures and compositions 
identified are described and illustrated. 


Plating Chromium by Thermal Decomposition 
of Chromium Hexacarbonyl. B. B. Owen and R. 
T. Webber. Metals Technology 15 (January, 1918), 
T. P. 2306, 5 pp. 

Outlines results of preliminary experiments upon the 
plating of chromium from its carbonyl and gives de- 
tails of apparatus and technique. Thirty-six runs were 
made using mild-steel discs. 


A Rapid Method of Analysis for Certain Surface- 
Active Agents. S. R. Epton. Nature 160, 795-796 
(1947). 

The fact that certain cationic surface-active agents 
such as cetyl pyridinium bromide form stoichiometric 
salts with anionic surface-active agents such as _ the 
alkyl sulfates, alkyl sulfonates, and alkyl aryl sulfo- 
nates has been used as the basis of two titrimetric 
methods of analysis of the latter materials. However, 
neither method is completely satisfactory. Outlines 
a new method of end-point detection which gives 
accurate and reproducible results even in the hands 
of relatively unskilled personnel and under a_ wide 
variety of conditions. 


The Glass Electrode; Temperature-Potential Re- 
lationships. J. Jackson. Chemistry & Industry, 
7-10 (January 3, 1948). 

Presents a thorough theoretical and practical develop- 
ment of the above relationships, which are said to be 
inadequately treated in the literature. 


Molybdenum and Tungsten Coatings. Anon. 
Engineer 184, 601 (1947). 

A critical review of recent papers on formation of the 
above coatings by dissociation of carbonyl compounds 
of the metals and deposition of the resulting metallic 
vapor. 


The Protection of Steel by Various Non-Metallic 
Coatings. J. C. Hudson and T. A. Banfield. J. [ron 
Steel Inst. 158, 99-110 (January, 1948). 

This is an interim report on the behavior of a range of 
protective non-metallic coatings applied to structural 
mild steel and exposed to field corrosion tests as part 
of the investigations conducted by the Protective 
Coatings Sub-Committee of the British Iron and Steel 
Research Association. The tests cover periods «! up 
to five years. Includes results of sea-water-imme'sion 
testing. 
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Metal Finishing Training 


(C. ntinued from page 820) 


special Assignments.—After the student has worked 
on all the various jobs in the Metals Division, he is 
given a special assignment, such as manufacture of 
hi:h priced jewelry, jewelry repair, expediting, or 
fur'her laboratory work. An endeavor is also made to 
give the most promising students work during their 
imer vacation where they are most needed. 
\t the end of each work-block the students are 
rejuired by the Institute to turn in a detailed report 
on their work and a description of the functions of 
the department in which they did their special assign- 
ment in relation to the Metals Division as a whole. 
These reports are turned in to the Personnel Depart- 
ment and the Platng Foreman for study and ap- 
proval before being sent to the Institute. The fore- 
man under which the student has worked turns in a 
report on the student which is sent to the Institute. 


sui 


lt has been recognized by the Inst.tute that to get 
the most out of such a program the student should 
have certain initial training. Accord:ngly, it will now 
be necessary for the student to have had or to take 
courses in General Chemistry and in Quantitative 
and Qualitative Analysis before taking Metal Finish- 
ing. To gain his diploma in Metal Finishing the stu- 
dent must also take other subjects including Physics, 
Metallurgy, Management, Organic Finishing, Organic 
Chemistry, and Electricity. He may, however, take 
Metal Finishing during either the second or the third 
term. 


The enthusiasm shown by the Night School stu- 
dents and their cooperation in getting this program 
under way has been gratifying to their instructor. 
Attendance records were almost perfect, and no stu- 
dents dropped out during the year. As most Night 
School courses have a 25 to 50 per cent mortality 
through a year, we can attribute this record to the 
intense interest shown by the students. The class 
average for the final examination was 83 per cent. Sev- 
eral students have commented favorably on the influ- 
ence of the course on their possible advancement in 
their employment. 

We are prepared to enroll a larger number of stu- 
dents next year and hope to contribute towards a 
fuller knowledge of the plating trade by those employed 
in Rochester. The knowledge gained should benefit 
both students and employers and he!p make Roches- 
ter an advanced city of the Metal Finishing Industry. 


REFERENCES 


‘*inishing Metal Products’, by Simonds and Bregman. 


McC. -aw-Hill Book Company. 

**ilementary Metallurgy”, by Frier. McGraw-Hill Book 
Com any. 

**’fodern Organic Finishes’, by Wampler. Chemical Pub- 
lishin » Company. 

‘“ rinciples of Electroplating and Electroforming”, by Blum 
and ' ogaboom. McGraw-Hill Book Company. 
AUGUST, 1948 
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Zialite 


Reg. U. S. Pat. Off. 


for NICKEL PLATING 


The one bath especially designed 
for plating DIRECTLY on WHITE 
METAL ALLOYS including ZINC, 
LEAD and ALUMINUM. ZIALITE 
also plates on COPPER, BRASS 
and IRON. 


for HARD CHROMIUM 
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USE 
Fialite ADDITION AGENTS 


Finer-grained deposits. 
Increased throwing power. 
Less sensitivity to sulfate content. 


6 


ZIALITE CORPORATION 


92 Grove Street Worcester 5, Mass. 
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J SAFETY COVER 


SEALED CHAMBER 
CAST BASE 
COMPACT 

AIR EXTRACTOR 
EXPANDING BRAKE 
SEALED BEARINGS 
REVERSIBLE MOTOR 


“Increased Production” is no idle boast with Nobles Centrifugal 
Dryer. Scientific engineering with a knowledge of your drying 
problems has produced a modern air extractor feature surpris- 
ingly retin and speedy in operation. A powerful fan 
which is built right into the assembly sucks moisture laden air 
out of the machine and dry air in at a rate that makes the drying 
cycle but a matter of seconds. 


WRITE FOR MORE INFORMATION 
WZ 
NOBLES ENGINEERING & MANUFACTURING CO. 


ST. PAUL 6, MINNESOTA 


745 EAST THIRD ST. 
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KOCOUR 


SULFATE TEST SET 
for determining 


Sulfates in Chromium Solutions 





This apparatus enables anyone to accu- 


rately and quickly determine the sulfate 


content of a chromium plating solution. 


For consistently good plating results, the 
ratio of sulfates to chromic acid must be 
maintained within very definite limits so 


that a constant check must be kept. 


This is easily accomplished with this 
equipment and we can also supply sets for 
quickly ascertaining the chromic acid and 


trivalent chromium content. 


We also manufacture test sets for analyz- 
ing other plating solutions, cleansers, pickles, 
anodizing baths, for determining the thick- 
ness of zinc, cadmium, copper and tin de- 
posits and for pH determination. 


Write for literature or contact 
your local jobber 


KOCOUR CU. 





AVAILABLE FOR IMMEDIATE SHIPMENT 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND GUARANTEED = faga 
MOTOR GENERATOR SETS, WITH FULL CONTROL EQUIPME! 
1—15,000/7500 AMPERE, 6/12 VOLT, COLUMBIA ELECTRIC “a4 Latest 
Design Unit, with Separate M. G. Exciter. 
1—6000 AMPERE, 6 VOLT, JANTZ & LEIST Unit. Induction Motor 
Drive. Excellent Condition. 
2—5000/2500 AMPERE, 6/12 VOLT, A. P. MUNNING CO. “OPTIMUS” 
Design. Separately Excited. 
1—4000/2900 AMPERE, 9/18 VOLT, GENERAL ELECTRIC CO. Uni:. 
Synchronous Motor Drive. 
1—4000/2000 AMPERE, 6/12 VOLT, HANSON & VAN WINKLE CO. Com- 
pound Wound. Separately Excited. 
1—1500/750 AMPERE, 6/12 VOLT, COLUMBIA ELECTRIC CO., Shunt 
Wound, Separately Excited. 
1—1000 AMPERE, 6/12 VOLT, ELECTRIC PRODUCTS CO., Separately 
Excited, Ball Bearing Design. 
1—1000/500 AMPERE, 6/12 VOLT, COLUMBIA ELECTRIC CO., Shunt 
ound, Separately Excited. 
1—750 AMPERE, 9 VOLT, HANSON-VAN WINKLE-MUNNING CO., Inter- 
pole Construction, Latest Design. 
4—1000/500 AMPERE, 6/12 VOLT, CHARLES J. BOGUE ELECTRIC Co., 
pg! Excited. Interpole Desig n. 
ARGE SELECTION OF SMALLER SIZES IN STOCK. WRITE 
FOR DETAILS. 
1—1500 AMPERE, 40 VOLT, HANSON-MUNNING, Anodizing Synch. 
M. G. Set, Automatic Controls. 
1—1000 AMPERE 40 VOLT, CHANDEYSSON, Anodizing Synch. M. G. 
Set, Automatic Controls. 
1—1000 AMPERE, 25 VOLT, — VAN WINKLE-MUNNING CO., 
Sepecaeay Excited, Anodizing Uni 
OTHER SIZES OF ANODIZING M. G. SETS— in stock for Sul- 
phuric or Chromic Acid Solutions—Large Selection. Write for details. 
7—G. E. COPPER reg RECTIFIERS, 500 AMPERE, 6 VOLT, for 
operation on 220 
12—400 AMPERE, ; a UDYLITE MALLORY RECTIFIERS with 
built-in Regulator. 
*1—2000 AMPERE, 6 VOLT, GREEN “SELECTROPLATER’’—Built-in 
Regulator—220/440 volt, 3 phase, €0 cycle input. 
1—1440/720 AMPERE, 6/12 VOLT, UDYLITE MALLORY RECTIFIER. 


M. E. BAKER CO. Gimsmoce, mass. 
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SEMI-AUTOMATIC FOR SALE 


Hanson-Van Winkle-Munning used semi-automatic plating 
machine in excellent condition. 


Specifications: 
New rubber lining in tank, never used. 
Tank size: 36 ft. long, 48 inches wide, 39 inches deep. 
Variable speed Drive. 
Forty carriers on 20-inch centers. 


Price $3295.00 f.0.b. our plant. 


PEERLESS WIRE GOODS CO., INC. 


LAFAYETTE, IND. 





























OUR GRADUATE 


ELECTROPLATING STUDENTS 


are Coy hly trained in modern electroplating tech- | 
niques. They are dependable, ambitious young men 
whose ability has been developed through skilled in- 
struction. Our courses are designed and taught under | 
the supervision of the Pittsburgh industry's top electro- 
plating experts. 

Primary and advanced courses are approved for veteran 
and non-veteran training. 


Write for complete information 


mre: ~ — President 
», technica 























4801 S. ST. LOUIS AVE. CHICAGO 32, ILL. 
ELECTROPLATING INSTITUTE OF AMERICA 
2020 W. LIBERTY AVENUE PITTSBURGH 26, PA. _ 
USE READER SERVICE CARD; INDICATE A 569. USE READER SERVICE CARD; INDICATE A 572. PLATING 
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Valents. 


By GEORGE B. HOGABOOM 
Consultant, New Britain, Conn. 


No. 2,440,672, May 4, 1948—Electroplating Bath for 
Silver—Harry J. Green, assignor to General Motors 
Corporation. 

The primary object of my invention is to provide a 
new and improved bath and process for the electrode- 
position of a metal such as silver in the form of a 
“bright” plate. 

The brightening agents in accordance with the 
present invention are reaction products of ammonium 
thiosulfate with various suitable modifying agents. A 
composition that has proven highly satisfactory is a 
commercial X-ray fixer used to dissolve silver salts 
from X-ray film after exposure and development. This 
solution, hereinafter termed solution A, is composed 
substantially as follows: ammonium thiosulfate plus 
ammonium polythionates 32.5 per cent, acetic acid 
3.5 per cent, boric acid 3.5 per cent, sodium sulfite 4.2 
per cent, water the remainder. The solution has a spe- 
cific gravity of 1.305 at 25° C and a pH of 4.25 at 


25° C, 


EXAMPLE | 
|: ee 38-55 g/l 
KCN (free)... ... 38-55 g/l 
Solution A....... 0.05-12.5 ml/l 
A aka hades 10.3-14 (12 minimum preferred) 


High silver cyanide content may be used if free 
cyanide content is increased. 


EXxaMPLe II 


I in ay denoising eee eens 100-120 g/l 
ee CD ck avkoeoencawne mes 120-150 g/l 
errr errr eee 15-50 g/l 
PE Ronin ss ecko d nearest 0.05-12.5 ml/l 


Current densities as high as 150 asf have been ob- 
tained with Example I containing 50 g/l free KOH 
with effective agitation. Bath voltage varies from 1.2 
to 2.8 volts, bath temperature from abcut 90° to 
130° F. 


Cxiam 4. A silver-cyanide plating bath comprising 
essentially an aqueous solution of silver cyanide and 
an alkali metal cyanide to which has been added 0.05 
(o 12.5 ml per litre of a brightener comprising essen- 
tially an aqueous solution of ammonium thiosulfate, 
an alkali metal sulfite and acetic acid, said brightener 
having a specific gravity of approximately 1.305 to 
1.311 and a pH of approximately 4.12 to 4.25 at 25° C. 

1 claims. 

References cited: U. S. Patent 2,110,792. 

Trans. Electrochem. Soc. 59, 320-335 (1931); ibid. 
89, 473 (1941). Roscoe and Schorlemmer, “Treatise 
on Chemistry”, Vol. I, 1920, p. 456. 
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THE ABBOTT BALL COMPANY HARTFORD, CONN. U.S.A 
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LEADING 
PLANTS REPORT: 


Longer Wheel Head Life! Thanks to R A 
Voul Gripmaster's special high-heat resist- 
ad ing ingredient! MOR 
Fewer Stops for Wheel Changes! 
Toul Gripmaster locks in grains of emery 
6 “vise tight !” 
Inventories Simplified! One grade 
Voul grips all grainsx—300 to 20. No 
© special sizer needed! 
Better Finishes! Greater flexibility 
Toul gives more and finer “breaks” when 
wheel is “cracked!” 
Goodbye to S. O.! There’s no Stock- 
Toul yards Odor in Gripmaster. It's clean, 
odor-free! 


GRIPMASTER MEETS EVERY NEED 


Gives astounding results on all metals—ferrous 
and non-ferrous. Ideal for plastics, too! 





GRIPMASTER DIVISION IN CANADA: 
NELSON CHEMICALS CORPORATION H. C. Nelson Chemicals, Ltd. 
12345 Schaefer Hwy, Detroit 27, Mich., U.S.A. Windsor, Ontario 


Send us a generous FREE SAMPLE of Gripmaster. 
Send us data on how to boost polishing production. 
Have a representative call to demonstrate. 


COMPANY 

ATTENTION 

ADDRESS 
CITY . STATE 

















FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 557. PLATIN(¢ 
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No. 2,440,715, May 4, 1948-—Continuous Method for 

Electropolishing Nickeland Nickel Containing Alloys— 

CO. L. Faust and P. D. Miller, assignors to Battelle 

Development Corporation. 

Nickel and its alloys that are rich in nickel may be 
anodically polished in an electrolyte containing, as an 
essential active ingredient, sulfuric acid or a mixture 
of sulfuric and phosphoric acids. The concentration 
of the sulfuric acid when used alone as well as the 
combined concentration of the mixed sulfuric and 
phosphoric acids should be at least 50 per cent by 
weight of the solution and preferably not more than 
95 per cent by weight of the solution, the balance 
largely water. For practical purposes, about 90 per 
cent is the upper limit for the total acid concentration. 
While it is possible to produce good polishes with 
aqueous mixture of sulfuric and phosphoric acids con- 
taining as much as 50 per cent water, it has been found 
preferable to keep the water content of the bath rela- 
tively low, since, in general, baths containing lower 
proportions of water may be operated at lower cur- 
rent densities and, therefore, at a lower cost to give 
satisfactory polishes. The relative proportions of 
essential acids may vary between rather wide limits, 
as, for instance, from about 3 per cent to 76 per cent 
sulfuric acid and from 0 to about 78 per cent phos- 
phoric acid, the total acid concentration being more 
than 50 per cent. 

We have found that addition of hydrochloric acid 
to the straight phosphoric acid and to the mixed sul- 
furic acid-phosphoric acid baths within general limits 
yield baths in which nickel or nickel-containing alloys 
can be polished to a bright, mirror-like pit-free finish 
at temperatures in the general range of from 80° to 
140° F and at current densities from 50 to 300 am- 
peres per square foot. We have further found that 
under these conditions the excess nickel dissolved from 
the anode can be continuously electrodeposited as 
metallic nickel on the cathode. 

Cram 2. The method of electrolytically polishing 
metal selected from the group consisting of nickel and 
nickel alloys containing at least 90 per cent nickel 
which comprises making the metal the anode in an 
aqueous bath having a dissolved chloride ion content 
calculated as HCl of from 0.04 to 2.5 per cent by 
weight of said bath, the remainder of said bath con- 
sisting essentially of a composition lying within the 
closed area defined on the accompanying diagram by 
the dotted straight line KG and the dotted straight 
lines GL, LM and MB, passing through said solution, 
while held within a temperature range of from 90° to 
125° F, an electric current of sufficient density and for 
a sufficient period of time to effect the polishing of 
said metal, and during said electropolishing maintain- 
ing said bath at that temperature within said range 
at which anodically dissolved nickel will be electrode- 
posited from said bath whereby the tendency of nickel 
salts to precipitate on continued operation of said bath 
is reduced. 

6 claims, 4 figures, 7 tables. 
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YOUR PROBLEM 


| \ in finishing Zinc, 


Cadmium... 
“sl 
ad 


EYE-APPEAL? 










RUSTPROOFING? 


BASE FOR PAINT? 


Whatever your problem in finishing zinc or cadmium, 
there’s an Iridite* to do the job. Iridite, a quick-dip, 
chemical treatment, offers you these three advantages— 





T. EYE APPEALING FINISH 


On plated parts Iridite forms 
a long lasting, sparkling bright 
finish that stays bright, even 
after handling, storage, expo- 
sure. On all surfaces, Iridite 
can be used to produce a vari- 
ety of colored finishes. 








Radio and hardware parts, 
permanently brightened 
with Iridite. 


2.RUSTPROOFING... 


Resistant to the attack of water, 
gasoline, and ordinary corrosive 
conditions, Iridite provides the 
ideal final finish for all zinc 


and cadmium surfaces. 








3.BASE FOR PAINT... 


On any zinc or cadmium sur- 
face that must be painted, 
Iridite insures a better finishing 
system because the 









Wire cloth and galvanized 
bucket, Iridited for extreme 


t [ coating 
corrosion-resistance. 


improves initial paint adher- 
ence, blocks corrosion under 
paint, blocks formation of me- 
tallic soaps between paint and 
metal. 


@ Tell us the type of finish 
you need for zine or cad- 
mium—let us tell you how 
Iridite can help. For infor- 
mation and samples, write 








Hardware products, Iridited 
and painted for peak fin- 
ishing system efficiency. to: 


ALLIED RESEARCH PRODUCTS, INC. 
401 Chemical Building 
4004 EAST MONUMENT STREET @ BALTIMORE 5, MD. 


Manufacturers of *REG. U.S. PAT. OFF. 





DISTRIBUTORS IN PRINCIPAL INDUSTRIAL AREAS 
USE READER SERVICE CARD; INDICATE A 578. 839 

















FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 579. 


N. RANSOHOFF, INC. c'ncINNatTi, oHI10 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 581. 
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“YANKEE BRAND” compounos 


For Superior Metal Finishing-Formulated 
for the Most Exacting Requirements 


“KWIKBUR” ‘rowoen 


For Tumble Barrel Finishing 
COLD 


“SEELEY warer ADHESIVE” 


For Quick Carton Sealing 


E. E. SEELEY COMPANY, INC. 


900 HOUSATONIC AVENUE 
Phone 5-0943 BRIDGEPORT 1, CONN. 








Write 
Wire | 
Phone 


Sulphur Products Co., Ine. 
Greensburg 9, Pa. 


For 


FREE INFORMATION 


on 


STRIPPING COPPER 


With 


WcKeons 
Liguid Selphut 








FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 580. 








ete RANSOHOFF METAL CLEANING EQUIPMENT 


| 
| Up to 29 Operations in 


For shops in which small space is available and ONE 
MACHINE must serve many cleaning purposes. 


| Here it is: AN AUTOMATIC BATCH PROCESS 

| CLEANING MACHINE for cleaning surfaces after 
forging, stamping or forming . . . prior to painting or 

| plating. 

| AUTOMATIC TUMBLING ... CLEANING... 

| RINSING ... PICKLING .. . SOAP ROLL AND 
OTHER OPERATIONS IN THE ONE BARREL 


Any solution can be used without loss. 

e Complete adaptabi:ity 
e No mixing 

e Improved finishes 


| © Controlled operation 
| @ No transferring loss 
e@ Low operating cost 


e Low maintenance 
Dati 


WRITE FOR RANSOHOFF ENGINEERS TO 
GIVE YOU THE DETAILS—9 E. 72nd STREET 


Only 30 Minutes 

















Marchand atte Cee rae 


Se odin wt Ete ia 


Oey Wis Pi pe SE ETTORE OIE I NUE MDE AYE 8 it 





PLATING 


50 


tre 


Ne 








RecpeeOIe7 











i 


References cited: U. S. Patents 1,918,477; 2,003,051; 


2.315,695; 2,315,696; 2,331,721; 2,336,713; 2,336,714. | 


German Patents 225,873; 682,248. British Patents 


504.926; 526,966. 


Modern Electroplating; 1942, p. 240. Trans. Elec- | 


trochem. Soc. 78, 265-272 (1940). 


No. 2,442,591, June 1, 1948—Electrolytic Polishing of 
Stainless Steel—A. L. Feild, assignor to American 
Rolling Mill Company. 

\n object of my invention is the provision of a 
simple, direct and thoroughly reliable process of elec- 


trolytically polishing stainless steel, using an alter- | 


nating electrolyzing current and low current densities. | 


Another object of my invention is the provision of | 
an apparatus for electrolytically polishing stainless | 
steel, which apparatus includes a compact assembly of | 


equipment, which is installed and operated with a 
minimum of technical advice and skill, which is suc- 
cessfully energized from ordinary alternating current 
service lines, and which operation is thoroughly effi- 


cient and reliable in achieving highly polished stain- | 


less steel products. 


The art of electrolytic polishing, being relatively 


new in the stainless steel industries, still presents a | 
number of difficulties. In this connection, it has been | 
common practice in the heretofore known electrol) tic | 
polishing processes to employ direct current electrical | 
energy which, where only alternating current is readily | 
available, represents a problem. It becomes necessary | 
to install expensive batteries or a motor-generator set | 


to supply direct current in the polishing system and 
thus, in effect, the unit cost of polished steel produced 


is increased. Again, certain of these heretofore known | 
processes frequently yield products which, because of | 


being etched or discolored, are unsuitable for their 


originally intended use. Other such processes are not | 
adapted for rapid, large scale production of polished | 


stainless steel products and thus possess no great 
industrial utility. 


Ciam 3. In polishing a stainless steel product, the | 


art which comprises immersing the product to be pol- | 


ished in a bath consisting by volumes of 80 per cent to | 
{0 per cent concentrated nitric acid and 20 per cent to | 


60 per cent concentrated acetic acid, and passing only 
alternating current through said bath between the 
product and a cooperating electrode immersed therein 
while maintaining a current density of 14 to 12 am- 
peres per square inch of product surface and the bath 
temperature below 25° C. 


5 claims, 1 figure. 

References cited: U.S. Patents 1,772,541; 1,787,672; 
2,040,618. Italian Patent 372,802. British Patents 
485,189; 521,290. French Patent 707,526. 

Metal Progress, December, 1939, pp. 
“Monsanto Chemicals’, 26th Ed. (1942), Monsanto 


———  — 


| Chemical Company, pp. 21 and 81. 
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APUTHECARIES 


ie ae 


AHCOLOID > 
METAL CLEANER Line 


WE ARE PROUD to announce a new 
addition to our cleaner family... 
AHCOLOID EMULSION CLEANER. This 
new development replaces hydrocar- 
bon and chlorinated solvents .. . can 
be used as received .. . requires no 
special equipment. Especially efficient 
for cleaning aluminum, aluminum al- 
loys and zinc base die-castings.. . 
leaves no discolorations. AHCOLOID 
Emulsion Cleaner eliminates “extra” 
cleaning operations before plating, 
blackening, phosphating, painting or 
lacquering work. Cold running water 
or spray is adequate for fast rinsing. 
For a time-saving, money 


saving cleaner — This Is It! 


Address inquiries to Box B: 


3 


USE READER SERVICE CARD; INDICATE A 582. 










| 99" Year | . 
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ROTO 


Trademark Reg. US. Pot. Office 


FISHING REEL MFR. 
REPORTS . . . cvame on Fue) 


“The cost of finishing 11,000 
crank plates by hand involves 
268 hours at $1.18 per hour 
for a total of $316.00. 

“The cost of finishing the 
same by Roto-Finish involves 
138 hours at 30c per hour or 
a total of $41.00. The net 
saving is $275.00.” 








,Unretouched illustration shows crank plate for fishing 
reel; above, before Roto-Finish deburring and finishing ; 
below, after Roto-Finishing. 


Such savings are possible in your finish- 
ing department, too! See how Roto-Finish 


produces a semi-lustrous surface uniformly 





on one or a thousand pieces; how it handles | 


precision work. Send sample die 
stampings, machined parts, forgings for 
processing. Include finished part for guide. 


No obligation! 


THE STURGIS PRODUCTS Co. 
409 Jacob St., Sturgis, Michigan 


ROTO-FINISH 


THE ENGINEERED 
MECHANICAL FINISHING PROCESS 
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castings, 








E—1l11. Watertight Thermostat—The 
Bondee Model K-1 Watertight Thermo- 
stat manufactured by Alloy Bellows 
Engineering Company, 931 Greyton Road, 
Cleveland 12, Ohio, for use where a close 
control of temperature is essential and 
where there is excessive moisture or dust, 
may be operated safely under water 
where desired. The me tal case is securely 
soldered to the cast body, and the cement- 
sealed lead wires make this control com- 
pletely vapor-, moisture-, and dust-proof. 
It is constructed to withstand tempera- 
tures outside the calibrated range, which 
may be from subzero to 300° F. 

Electrical contacts are snap action with 
various arrangements (normally closed— 
opens on temperature rise; normally 
open—closes on temperature rise, single 
pole, double throw 
of l0amp/125y, 


) and have a capacity 
only. 
Outlet is standard 14 inch pipe thread. 
For further Reader 
Service Card. 


dsamp/250v, a-c 


information, use 


E—112. Cleaning and Phosphating 
Machine—A machine for cleaning and 


preparing for painting the surfaces of 


2 feet wide by 3 feet high sheet metal 
casings has been developed by The Alvey- 
Dept. P, Cincinnati 
It consists of five fully enclosed 


Ferguson Company, 
9, Ohio. 











9 feet by 614 feet wide units totalling 56 
feet in le with with two parallel overhead 
conveyors running the entire length and 
separated by a center partition. Pumps, 
tanks and other facilities serve both sides 
for savings in equipment and operating 
materials. The following steps are per- 
formed in a continuous, automatic cycle: 
two thoro-wash and phosphate coating 
operations, a clear rinse, a mild chromic 
acid rinse, and a drying operation. For 
further information, use Reader Service 


Card. 


E—113. New Polishing Wheel Ce- 
ment—Extraordinary flexibility and ad- 
hesive strength are claimed for a new pol- 
ishing wheel cement called Wheel King, 


FOR 
Acid storage 


a Mixing 


U.S.” CHEMICAL 
STONEWARE 


Jars, Pots, Tanks 





Acid- Alkali-Corrosion - Resistant- all. 
the-way-through. Dense, non- i 
body will not absorb objectionable} 
odors. 


does not become slimy. Well-rounded 


Smooth, salt-glazed surface 


Raptr ae => 


corners make cleaning easy. 


CYLINDRICAL 
POTS 
(without handle) | 
Made in 15 standard 
sizes from 15 gallons} 
to 500 gallons 
(with or withou} 
outlets, covers, etc.) 


































CYLINDRICAL 
JARS 
(with handle) 


Made in 7 standard 
sizes from 214 gal- 
lons to 30 gallons 
(with or without 
outlets, covers, etc.) 


RECTANGULAR TANKS 


Made in 14 standard sizes from 4 gallons : 
to 320 gallons (with or without outlets). [ 


e Write for Bulletin 405M 


42. A 
| STONEWARE 
Akron 9, Ohio 


INDICATE A584. PLATING 
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produced by Wallace A. Erickson & Com- 
pany, 842 N. Wells Street, Chicago 10, Til. 


This material has been sold on a lim- 
ited basis for a period of several months. 
Reports from users are said to show much 
better polishing results and far less ten- 
dency to drag or glaze than with hide 
glue. On a wide range of polishing jobs 
it is producing from 25 to 60 per cent 
more pieces per setup than with hide 
glue on the same work. The reports show 
highly successful results with 240 and all 
coarser grains, including use on grease 
wheels and abrasive belts. 

The cement is manufactured in one 
form only for use with all grain sizes to 
240. It is shipped ready-to-use and is 
applied cold. To a large extent the same 
consistency is used for all grain sizes. For 
further information, use Reader Service 
Card. 


E—114. High Temperature Resistant 
Coatings—Finishes formulated with Dow 
Corning Silicone Resins have recently 
been introduced by Midland Industrial 
Finishes Company, Waukegan, Ill., to 
supply the industrial demand for coat- 
ings which protect metals at temperatures 
from 500° to 1000° F. 

\ modified silicone finish pigmented 
with aluminum is used by one concern 
to protect two hot metal surfaces in its 
space heater from oxidation and scaling. 
In one area, temperatures frequently 
reach 1000° F. In the other area, the 
average temperature is about 
500° F. 


mean 


Aluminum pigmented coatings made 
from the better organic resins of similar 
costs disintegrate after a few weeks of 
such service. For further information, 
use Reader Service Card. 


E—-115. Chemical Cleaner for Alumi- 
num—‘‘Alumatreet”’, a chemical mix- 
ture manufactured by Farrelloy Com- 


pany, 1245 N. 26th Street, Philadelphia 
21, Pa., is said to clean the dirtiest 


aluminum and simultaneously create an 
absorptive crystal coat, thereby assuring 
a tight paint lock, free from blisters and 
peeling. It is claimed to protect the 
treated surface so that if paint is actually 
scratched, it will not permit creeping of 
the corrosidn under adjacent paint, and 
actually to transform the aluminum sur- 
face, which is alkaline, to a non-metallic 
coating which is essentially acid. 

Since it dries by physical action at 
norinal temperatures, it requires no addi- 
tional heat to evaporate, and it may be 
used with no surface preparation on bright 
metal with no after-drying except wiping 
With a rag to remove excess residue. For 
further information, use Reader Service 


Card. 
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E—116. New Electronic Temperature 
Controller—A temperature controller, 
said to be simple, fast, and precise, has 
been developed by the Instrument Divi- 
sion of Thomas A. Edison, Incorporated, 
West Orange, N. J. The device uses a 
single electronic tube with an electrical 





resistance type bulb for thermal pick-up 
and is of the on-off type. 

The use of the resistance bulb permits 
location of the sensing element at a point 
remote from the control panel and elimi- 
nates the necessity of thermal compensa- 
tion. This device, which is non-indicating, 
may be used to control temperatures to 
close tolerances in solids, gases, or liquids. 
Units are available to cover the tempera- 
ture range from-100° F to 1200° F and 
are adjustable within a range of several 
hundred degrees. Supply voltage may be 
115 or 230 volts 50-60 cycle alternating 
current. Load capacity is 30 amperes at 
115 volts, 20 amperes at 230 volts. Accu- 
racy of the controller is independent of 
usual voltage variation. Normal response 
time is under three seconds, due to the 
patented bulb construction. For further 
information, use Reader Service Card. 


E—117. New Metal Cleaners—Two 
new metal cleaners, said to be effective 


individually or in combination for clean- 
ing a wide variety of metal and alloys, 
have been announced by Calgon, Inc., 
Pittsburgh, following a long period of 
laboratory and field research and testing. 
The announcement marks the official 
entry of this widely known chemical 
manufacturer into the metal cleaner field, 
with products specifically developed for 
this purpose, although the company’s 
water-conditioning materials are used ex- 
tensively in industrial cleaning work in 
connection with the application of other 
Calgon products. 


Calgon Metal Cleaner No. 21 is de- 
scribed as a dry granular alkaline deter- 
gent for spray cleaning in metal-washing 
machines. In addition, it has proved 
effective when used in combination with 
the new Calgon Emulsion Cleaner for 
immersion cleaning in dip tanks and for 
heavy-duty spray cleaning. Although 
designed primarily for cleaning of steel 
products or parts, is said to be well 
suited for a wide variety of other metals 
and alloys. It effectively spray cleans 
aluminum, for example, without etching 
its surface; in long immersion or dip- 
type cleaning of aluminum a slight etch- 
ing may occur. It is said to be excellent 
as a pre-cleaner when the metal surface 
is to be phosphate-coated, or otherwise 
treated, as well as in applications requir- 
ing cleaning alone. Effective temperature 
range for its use is wide, 140° to 180° F. 


Calgon Emulsion Cleaner is described 
as a white, creamy emulsion of an organic 
solvent in a relatively small amount of 
water. It readily disperses when added 
to the cleaning bath. It is especially 
recommended for use in combined solu- 
tion with Calgon Metal Cleaner No. 21 
for immersion cleaning or especially diffi- 








“Your Water Soluble Rouge and 
Tripoli are going great guns here... 





. . . In my opinion, you have made a tremendous forward step in finishing com- 


pounds. 


This applies not only to the finishing department, but to the poor 


platers who have to clean the products. At present, we use one barrel a day.” 







SEND FOR 
Free Sample 


This is typical of many letters received from 
users of Roberts Quick Washing Compounds. 
Write for prices. 


@ WATER SOLUBLE 
@ CORRECTLY PRICED 


@GOOD CUTTING 
ACTION 


@ UNIFORM QUALITY 
@FINEST COLOR 
@ PROMPT SHIPMENT 


THE ROBERTS ROUGE Co. STRATFORD, CONN. 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 585. 
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cult spray cleaning. This mixture or com- 
bination of the two cleaners is said to 
provide the advantages of an alkaline 
cleaner with those of an organic solvent. 
It is said to be easily rinsed from the 
metal surface with either hot or cold 
water, leaving no solvent or other film, 
important when the cleaning is to be fol- 
lowed by electroplating. 


Recommended concentration of Calgon 
Emulsion Cleaner is 1 ounce per gallon 
for spray cleaning and 1 to 2 ounces per 
gallon for immersion cleaning. The tem- 
perature range is 140° to 160° F. For 
further information, use Reader Service 
Card. 


E—118. Nickel and Chromium Plated 
Aluminum Sheet—The reappearance of 
nickel and chromium plated aluminum 
sheet in its line of pre-finished metals after 
a seven-year absence due to the war is 
announced by American Nickeloid Com- 
pany, Peru, Ill., manufacturers of Nick- 
eloid pre-plated metals. 


The advantages claimed for pre-plating 
aluminum with nickel or chromium is that 
the coatings impart greater resistance to 
tarnish and make possible soldering of 
the aluminum, which is not true of the 


unplated metal. The products are offered 
in sheets only, in sizes up to 36 inches by 
96 inches and in a wide range of tempers 
and gauges. For further information, use 
Reader Service Card. 


E—119. Pump for Spraying and Agi- 
tating Buffing and Polishing Com- 
pounds—The J. J. Siefen Company, 
5657 Lauderdale, Detroit, Mich., has 
announced an addition to the ‘‘Siefen 
System” for the spraying of buffing and 
polishing compounds to revolving wheels 
to increase its efficiency. It is an air 





operated, positive-pressure pump which 
furnishes compound to the spray gun, 
circulates it, and returns it to the drum 
and thus assures sufficient compound at 
all times to each gun and furnishes a 
means of mixing the material in the 
drum. 


These pumps have been in operation 
for a year and are said to be well ac. 
cepted by the trade. For further infor. 
mation, use Reader Service Card. 


E—120. Fume Duct Liner—An acid 
and alkali proof lining material for fume- 
carrying ducts is now being offered for 
general use by the Ceilcote Company of 
Cleveland which has specialized for 25 
years in acid proof materials. The new 
product, known as Ceilcote Spray Grade, 
has been under continuous tests for a 
number of years by several of the coun- 
try’s largest electrical manufacturers with 
results which make the manufacturing 
company willing to offer guaranteed per- 
formance. 

The material is said to be proof against 
acids and alkalies and have a maximum 
temperature resistance of 300° F. It 
bonds to either wood or metal. Applica- 
tion is by special spray equipment which 
builds a lining up to \% inch thickness, 
affording expansion and absorption and 
eliminating cracking from vibration. It 
is offered on an installed basis or, for 
those desiring to make their own installa- 
tion, special spraying equipment is avail- 
able on a rental basis. For further infor- 
mation, use Reader Service Card. 


E—121. Aluminum Surface Treat- 
ment—D. C. Cooper Company, 1469 S. 





We are pleased to offer from stock 





BARREL CHROMIUM PLATING MACHINES 


at the price of £850 sterling ex our works 


These machines produce large quantities of screws, bolts, nuts, washers, 


small pressings, etc., with a perfect chrome plate, quickly, cheaply and effi- 


ciently without being touched by hand. 


PLATING ACCESSORIES & ENGINEERING CO. LTD. 


Tudor House, Bridge St., Walsall, Gt. Britain 


NTA a Tae 
PLATING 


844 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 586. 
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Michigan Avenue, Chicago 5, Ill, an- 
nounces the development of a new prod- 
uct which is known as D. C. Aluminum 
Etch, for conditioning aluminum surfaces 
so that paint will adhere.. 

This product is in liquid form, and is 
used cold, diluted 50/50 with water. The 
aluminum parts can be immersed in this 
solution from 5 to 30 seconds, then rinsed, 
and the parts are ready for painting. 
Where the aluminum surfaces are not 
adaptable to immersion, D. C. Aluminum 
Etch can be applied with a brush. For 
further information, use Reader Service 
Card. 


E—122. Hand Cleaner—A new Borax- 
based powdered hand cleaner, which is 
said to remove grease, dirt, ink, vegetable 
dyes, chromic acid stains, and many 
other contaminants, is offered by the Ros- 
saul Company, 170 Fifth Avenue, New 
York 10, N. Y. 

While highly abrasive, it is claimed to 
be gentle enough to be used on the body 
and effectively remove some causes of 
dermititis Completely soluble in water, 
it will not clog drains. For a four-ounce 
sample, use Reader Service Card. 


E—123. Plating Waste Disposal— 
Infilco, Incorporated, 325 W. 25th Place, 
Chicago 16, Ill., manufacturers of equip- 
ment for water treatment, flow control 
and measurement, offers its services in 
the selection and design of equipment for 
cyanide removal, acid neutralization, and 
precipitation and removal of chromium, 
nickel and other metals. For further in- 
formation, use Reader Service Card. 


E—124. Nozzle for Dip Tank Fire 
Protection—Walter Kiddie & Com- 
pany, Inc., 40 E. 34th Street, New York 
16, N. Y., has developed a new “L” type 
Multi-Jet nozzle, designed for smothering 
dip tank and drainboard flammable liquid 
fires with carbon dioxide gas. It is de- 
signed to emit fire-killing carbon dioxide 
in a fan-shaped blanket that hugs the 
liquid surface in tanks or along drain- 
boards, and is equipped with a mounting 
flange for easy attachment to the top 
reinforcing angle with which most tanks 
are equipped. Depth of the nozzle from 
front to back is kept at a minimum by 
the new design (about 434 inches for 
15-i1ch supply pipe) to permit installa- 
tion of inlet piping close to tank sides. 
Before introduction of the new nozzle 
carbon dioxide fire protection installa- 
tions on exposed tanks and drainboards 
required complicated overhead piping and 
Space-consuming horn type nozzle ar- 
rangement that often interfered with 
dipping conveyors and operators’ move- 
ments near tanks. 


Because of the flat, fan-shaped pattern 
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Equipment and Supplies 


of the carbon dioxide gas discharge put 
out by the new nozzle, more complete 
protection of tank liquid surface or drain- 
boards can be achieved with fewer noz- 
zles and less piping. Inspection, mainte- 
nance and cleaning are also simplified, it 
For further information, use 
Reader Service Card. 


is claimed. 


E—125. Acid Resistant Stainless Steel 
—An 8-page Bulletin 112 has just been 
issued by the Duriron Company, Dayton 
1, Ohio, on a high-alloy low-carbon aus- 
tenitic stainless steel known as Durimet 
20. Introduced just before the war, this 
alloy is said to have proved markedly 
superior to standard 18-8 stainless steel 
for certain severe corrosive services, espe- 
cially in the handling of sulfuric acid. 

In the cast form Durimet 20 contains 
29 per cent nickel, 20 per cent chromium, 
134 per cent molybdenum, 3!%4 per cent 
copper, 1 per cent silicon and 0.07 per 
cent max. carbon. In the wrought form 
the copper and silicon contents are modi- 
fied slightly. It is recommended for use 
with about 125 corrosive solutions. Its 
resistance to sulfuric acid and its limita- 
tions for this corrosive are thoroughly 
charted. For your copy, use Reader 
Service Card. 


E—126. Vapor Degreaser—Vapor En- 
gineering Corporation, Los Angeles, an- 
nounces its new Model AA vapor de- 
greaser which the manufacturers claim 
was designed to meet demands for a 
degreaser of simple construction and that 
would eliminate much of the solvent loss, 
high operating cost, and service shut- 
downs of degreasing equipment. 

All interior surfaces of the tank, stor- 
age chambers, baffles and floor supports 
that come in contact with fluid are gun- 
metallized with zinc. The exterior sur- 
faces are coated with solvent resistant 
metallic paint. Removable floor plates, 
filter tray and splash baffles are of heavy 
gauge steel and are hot zinc galvanized. 
The unit is equipped with a sealed vapor- 
izer that prevents chilling of the boiling 
solvent by direct return of cold fluid to 
the surface of the bath. 

The firm also produces a Style “E” 
degreaser, which is an all-electric portable 
unit of 220-440 volt, 50 cycle; a Style 
“G’’, a gas heat, electric controlled unit; 
and the Style ‘‘S’’, a steam heat, electric 
controlled unit. For further information 
use Reader Service Card. 


E—127. Fire Extinguishers—American- 
La France-Foamite Corporation of EI- 
mira, N. Y., is announcing a complete 
new line of 214-gallon resistance welded 
silicon bronze fire extinguishers to replace 


riveted and copper fabricated units of 
the same capacity. They are soda-acid: 
foam; plain water; and anti-freeze water 
types. Each lighter in weight by 4% 
pounds, they are claimed to be much 
stronger, with greater resistance to acci- 
dental blows which could close the pas- 
sage of ordinary lead nozzles. The trans. 
parent plastic nozzle provides clear vision 
of the passageway. For further informa- 
tion, use Reader Service Card. 


E—128. Contact Wheel for Belt Pol- 
ishing—A new Airway Ventilated Con- 
tact Wheel for abrasive belt polishing has 
been announced by the Jackson Buff Cor- 
poration, Long Island City, New York. 
It has been designed for contour or flat 
work on stainless or carbon steel stamp- 
ings, aluminum, brass, die-castings and 
forgings and is said to offer maximum 
resilience, yielding readily to pressure and 
springing back into shape quickly for the 
next pass. The ventilation feature of 
these wheels is claimed to make them 
ideal for all plants where high speed con- 
tour polishing of metals, plastics or wood 
is important. 

The contact wheels are available in 6- 
to 16-inch diameter standard sections of 
¥% inch face. The width of wheel face 
can be changed to suit each job. For 
further information, use Reader Servic? 
Card. 
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L—88. Solvent Cleaner—How an emul- 
sifiable solvent cleaner, Oakite Composi- 
tion No. 97, in conjunction with pressure- 
spray washing equipment, removes grease, 
oil, chips, shop dirt, etc., from metal parts 
between production operations, is de- 
scribed in an article appearing in a recent 
issue of Oakite News Service, house pub- 
lication of Oakite Products, Inc., 140 
Thames Street, New York 6, N. Y. The 
material is said to have a duplex action 
in that it (1) quickly wets, penetrates and 
dissolves oil and grease, and (2) has the 
ability to lift off the thinned soils and 
particle dirt, buoying them to the tank 
surface that they may be either 
skimmed or overflowed for disposal. 
Other particle dirt is so saturated that 
its attachment to the metal surface is 
broken and it can, therefore, be easily 
rinsed away, it is said. Because of the 
almost neutral pH of Oakite Composi- 
tion No. 97, it may be used on all metals, 
including aluminum, without etching or 
pitting. In extensive tests this material 
has demonstrated the ability to remove 
dirt and smut particles from metal sur- 
faces where solvent vapor degreasing has 
failed, the manufacturer states. For your 
copy, use Reader Service Card. 


SO 


L—89. Wet Method Dust Control— 
A 20-page Bulletin No. 410, released by 
Claude B. Schneible Company, 2827 
Twenty-fifth Street, Detroit 16, Mich., 
presents a comprehensive line of Multi- 
Wash equipment for the control and dis- 
posal of dust, fumes and odors. 

The advantages of the wet method are 
demonstrated by a cut-a-way view of a 
Schneible Multi-Wash collector in opera- 
tion, showing how contamination is thor- 
oughly removed from collected air in a 


| collector which requires no attendance 


and a very minimum of maintenance. 
Other Schneible units illustrated and 
described include settling and dewatering 


tanks of various types, ‘‘Wearproof.’ 
sludge pumps, “Uni-Flo” dust hoods, the 
Schneible ‘‘Velocitrap” for removing 


| heavy and abrasive solids from the air 
| before it reaches the collectors, and en- 


| L—90. 
| bulletin has been issued by 


trainment separators for removing excess 
moisture from air. For your copy, 
Reader Service Card. 


A-C Generators—A new 4-page 


Electric Manufacturing Company, 4519 
Hamilton Avenue, Cleveland 14, Ohio. 
It describes and illustrates a series of 
machines of 64% to 375 KVA capacity, 
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6/12 Volts 
1—8000/4000 Ampere, H-V-W 
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450 RPM 
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with Chandeysson synch. motor, 

450 RPM 
Columbia, 


Sa Ampere, 

690 RPM 
Se 000 Ampere, H-V-W, 690 
1—1250/625 Ampere, H-V-W, 850 


RPM 

1—1000/500 Ampere, Chandeysson, 
690 RPM 

1—1000/500 Ampere, Columbia, 
1150 RPM 


a Ampere, H-V-W, 1150 
8—125 Ampere Hobart, 6 volts 


12/24 Volts 
1—1000/500 Ampere, H-V-W 
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Synch. M. D. 400 REM 
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3—1500 Ampere, 20 V. Elec. Prods. 
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1—600 Ampere, 24 V. Reliance 
1—200 Ampere, 25 V. Star 
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1—300 Ampere, 25 V. Star 
1—175 Ampere, 25 V. Cr. Wh. 
1—500 Ampere, 32 V. Columbia 
9—100 Ampere, 30 V. Gen. Elec. 
1—200 Ampere, 30 V. West. 
9—900 Ampere, 32 V. Gen. Elec. 
9—1500 Ampere, 32/40 V. Elec. 
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1—1000 Ampere, 33 V. Gen. Elec. 
29—900 Ampere, 42 V. Gen. Elec. 
3—1500 Ampere, 45 V. Century 
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6—1500 Ampere, 50 V. Elec. Prods. 
1—1000 Ampere, 60 V. Gen. Elec. 


L. J. LAND, Inc. 


136 GRAND STREET 
NEW YORK 13, N. Y. 
Established 1910 
CAnal 6-6976 
ee ee 
INDICATE A 591. 847 








New Literature 


single and 3-phase, 514 to 1800 rpm. For 
your copy, use Reader Service Card. 


L—91. All-Metal Flexible Tubing— 
“Titeflex” all-metal flexible tubing is 
illustrated and described in a 24-page 
catalog recently published by Titeflex, 
Inc., 441 Frelinghuysen Avenue, Newark 
5, N. J. In addition to Titeflex brass 
tubing, the catalog describes the com- 
pany’s new bronze tubing for nominal 
steam pressure applications, monel and 
stainless steel tubing for higher tempera- 
tures and corrosion resistance, and inconel 
tubing for extremely high temperatures. 

Included are specifications for standard 
fittings and illustrations of typical assem- 
blies with these fittings. The new cata- 
log also describes Titeflex bendable pipe, 
high frequency conductors, and vibration 
eliminators. For your copy, use Reader 
Service Card. 


L—92. Nozzles for Mechanical Spray- 
ing Systems—Bulletin 14, just issued by 
the Binks Manufacturing Company, 3114- 
3140 Carroll Avenue, Chicago 12, IIL, 
contains much useful information regard- 
ing Rotojet nozzles and their application 
to metal cleaning and treating equipment. 
They are made from a variety of metals, 
including cast iron, stainless steel, brass, 
or any other machinable material obtain- 
able in the form of bar stock to with- 
stand the action of practically any solu- 
tion in common use. The new bulletin 
contains diagrams, tables and other me- 
chanical data. For your copy, use Reader 
Service Card. 


L—93. National Electrical Safety Code 
—The first five parts of the fifth edition 
of the National Electrical Safety Code, 
previously issued separately as National 
Bureau of Standards Handbooks H31 to 
H35, are now available in one 408-page 
cloth-bound volume as NBS Handbook 
H30. Each of these parts has been ap- 
proved by the American Standards Asso- 
ciation as an American Standard. 

Installation and maintenance rules for 
electric utilization equipment are found 
in Part 3. Part 4 contains safety rules for 
the operation of electric equipment and 
lines. An index to all five parts is also 
provided. 

NBS Handbook H30, National Elec- 
trical Safety Code, may be obtained from 
the Superintendent of Documents, U. S. 
Government Printing Office, Washington 
25, D. C., at $1.25 per copy. 


L—94. Quick Reference Dial of 
Safety Hazards and Preventatives— 
The new Davis Safety Aid Dial intro- 
duced by David Emergency Equipment 
Company, Inc., 45 Halleck Street, New- 
ark 4, N. J., manufacturers of safety, gas 
analysis and gas alarm equipment, is a 
ready reference and aid to any one con- 
nected with safety from the foreman on 
up to the manager of the safety depart- 
ment. 

The operation side of the dial covers: 
(1) 45 different mechanical operations in 
industry, (2) suggested head, eye and 
face protection, (3) body protection for 
each operation, (4) respiratory protection 
for each operation. If in any operation, 
some harmful substance might be used, 
an indication is given which refers to the 
other side of the chart where substances 
are listed. 
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The substance side lists 55 different 


fumes, vapors, gases, dusts, etc., «and 
gives the following information about 
each: (1) probable safe concentration for 
an 8-hour exposure, (2) suggested protec- 
tion and control measures, (3) usual 
method of entrance to the body, (4) flash 
point, (5) lower explosive limit. 

There are in addition a listing of the 
uses and limits of various types of gas 
protective equipment. For your copy, 
use Reader Service Card. 


L—95. Emulsion Cleaner—The appli- 
cations of Houghto-Clean 220 have been 
laid down in a product data sheet now 
available from E. F. Houghton & Com- 
pany of Philadelphia. This cleaner is 
considered a superior replacement for 
either straight petroleum solvents or non- 
flammable solvents used for industrial 
cleaning. It is said to be equally efficient 
for cleaning ferrous or non-ferrous metals. 
It also forms a stable non-foaming emul- 
sion with water, hot or cold. 

This product is said to possess higher 
solvency properties than do straight sol- 
vents. It mixes readily with water, is 
attracted to water in the spray rinse and 
hence is more thoroughly removed than 
is a straight solvent which resists water. 
It contains a powerful corrosion inhibitor, 
is non-toxic, and does not present a fire 
hazard. Installations can be conveyor- 
ized. For your:copy, use Reader Service 
Card. 


L—96. Barrel Deburring for High 
Production—The deburring and finish- 
ing of metal parts in bulk by means of 
rotary deburring barrels is the subject of 
literature available from Almco Division 
of Queen Stove Works, Albert Lea, Minn. 
For your copy, use Reader Service Card. 


L—97. Grinding, Polishing and De- 
burring Machinery. A new 20-page 
Catalog No. 325 shows the complete line 
of grinding, polishing and deburring ma- 
chinery manufactured by Hammond Ma- 
chinery Builders, Inc., Dept. GP-10, 
Kalamazoo 54F, Mich., and_ discusses 
their application. Pictures of many 
products which can be finished on these 
machines are included. Also shown are 
light polishing lathes and hard wheel grind- 
ers. Of special interest are the many 
flexible belt units. For your copy, use 
Reader Service Card. 


L—98. Felt Wheels and Bobs—The 
Bacon Felt Company, Winchester, Mass., 
has just released a new 16-page brochure 
covering the company’s complete line of 
felt wheels, bobs, sheets, hair felt, and 
marble mops. It contains a wealth of 
information on felt polishing products in 
general as well as complete specifications 
for Bacon’s Paramount Brand products. 
Of special interest is a chart of finishing 
procedures for a variety of base metals 
and a chapter on felt wheel setup and 
care. 
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1948 CONVENTION NOTES 


Ik REGISTRATION is any measure of the success 
of a meeting, the Atlantic City Convention, with over 
1,200 registrants, certainly can be counted as a suc- 
cessful affair. The efficiency of the reg'stration desks 
under Mr. John R. Gumm deserves mention in this 
connection. 


THE TECHNICAL SESSIONS 

Even better evidence was the attendance at the 
technical sessions: a very large portion of the men 
came to each session and stayed through it, with wide- 
awake attention being given to each speaker. 

Not less than twenty papers of excellent quality 
were presented at five sessions. All of them, including 
the frequently very illuminating discussions, will be 
published in a bound volume, the 1948 Proceedings, 
some time after October of this year, or in this journal. 


Tue INDUSTRIAL FINISHING ExPOsITION 

Occupying more than 16,000 square feet of actual 
exhibit space and accommodating eighty-five manu- 
facturers and suppliers to the electrcplating, metal 
finishing and allied industries, the Exposition attracted 
a selected attendance estimated to be in excess of 
seven thousand. It was not open to the general pub- 
lic but restricted to those having a direct interest in 
the industry. 

Noteworthy was the large number of exhibits de- 
voted to mechanical finishing: wheel polishing and 
buffing, abrasive belt polishing, and tumble finishing. 
It served to illustrate the prevailing consciousness of 
the importance of base metal finish, both quality and 
cost-wise, and the continuing trend toward higher 
efficiency in this field. 


Two low-production full-automatic plating ma- 
chines received much attention. These smaller, low- 
cost machines are a boon to electroplating shops and 
manufacturing plants which desire controlled quality 
and minimum cost but which do not have large enough 
output to justify the installation of the usual larger 
size units. 

(mong the operating exhibits was also a model 
full-automatic unit actually doing gold plating. This 
lilliput machine which claims the distinction of being 
the smallest operating automatic in the world, was 
the center of much interest and amusement. 

Of high interest to visitors were new self-contained 
furne and dust separators, the former connected to a 
larze chromium plating tank, the latter to a buffing 


lathe, both in operation. The applications of these 
units are numerous and both fill definite needs. 

New instruments were on display for the measure- 
ment of thickness of electrodeposits. The simplicity 
and high speed of these new methods seem particu- 
larly important. 

Special mention should also be made of the A. E. S. 
Research Committee booth, which served to illustrate 
the importance of the many researches sponsored by 
this unique organization. 


THe RESEARCH COMMITTEE 
Three members of the Research Committee had 
completed their three-year term under the new com- 
mittee set-up. These men, Dr. William Blum of Na- 


- tional Bureau of Standards, Dr. R. M. Wick of Beth- 


lehem Steel Company, and Mr. E. T. Candee of the 
Lea Manufacturing Company were thanked for their 
invaluable contributions, and Dr. Blum was elected 
an Honorary Member in acknowledgment of his long 
and distinguished service, as reported last month. 


Dr. Louis Weisberg, Consultant, New York City, 
was elected chairman to succeed Dr. Wick, and Dr. 
R. A. Schaefer of Cleveland Graphite Bronze Com- 
pany, Vice-Chairman after Mr. Candee. Mr. William 
Tucker of Eastman Kodak Company became chair- 
man of the Research Directing Sub-committee suc- 
ceeding Dr. Weisberg. Mr. B. C. Case of Hanson-Van 
Winkle-Munning Company and Dr. C. F. Gurnham, 
Consulting Engineer, Hamden, Conn., remain Vice- 
Chairmen of this sub-committee. A new Vice-Chair- 
man is Dr. W. A. Wesley of The International Nickel 
Company. 

The new members of the Research Committee are 
Dr. Wesley, Mr. N. E. Promisel of Bureau of Aero- 
nautics, Navy Department, and Mr. H. J. Struckhoff 
of Lasalco, Inc. 


PersonaL NOTE 

The Convention visitors were very happy to see the 
General Chairman of the convention, Mr. Horace H. 
Smith, up and around. Mr. Smith, a Past President 
of the Society and much beloved by its members, had 
been seriously ill during a good part of the year. An 
earlier attempt to take active part in the preparatory 
work for the convention had nearly met with disas- 
ter. Everyone was, therefore, specially gratified with 
his presente and his address during the banquet on 
Thursday night. 
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Left: President Huston in action 


Right: Delegates at Business Session. 
Far Right: Law Committee; from left 
to right, front: Past Presidents Huston, 
Gilbertson, Hogaboom, Smith, and Wag- 
ner: back: Feelev, Savage, Slaettry, and 
Candee. 


Right: Past President Slattery installs 
new officers. From left to right: Nixon, 
Neill, Logozzo, Johnston, — Slattery, 
Huston. Far right: Research group; 
from left to right: Candee, Schaefer, 
Bowman, Hahn, Anderson, Vi eeisberg 
(new Chairman), Read, Wick (retiring 
Chairman), Mendizza, Thon, Blum, 
Wesley, Sample, Diggin, Struckhoff. 


Right: Convention and Exposition top 
management; from left to right: De V ries, 
Smith. Wagner. Far right: lan WW in- 
lek Todd dominates banquet shot. 


Right: New Lxecutive Board: from 
left to right. seated: Mlesdames Huston. 
Logozzo, and Johnston: standing. Hus- 
fon. Logozzo. Neill, Johnston. Nixon. 
Far right: Headquarters staff. From 
left to right: Miss Gilligan (advertising. 
PLATING), Mrs. Kinsey (production. 
PLATING). Misses Curran (secretary) 
and 1fdams bookkeeper): standing: Put- 
nam (Advertising Manager PUATING). 
Soderberg (Editor. PLATING). Graham 

Executive Secretary). 


850 








First’ | ice-President 


Johnston 


presents 
budget 


the 





Public Relations Chair- 
man Clarin offers his 
report 








"Dr. W illiam Blum ac 


knowledges his election 
as Honorary Membe 
of the Research Com 





PLATIN: 





APVANCE ||*MatcuLess 





OPTIMBS EGUIPMENT © 


were aa a a | wortin vss 
GREEN ELECTRIC | , A | —— z 3 12. 


RECTIFIERS 











\ UST, 1948 851 
PEN» 








LEtUL 


New Branch Library 
Another library has been added to the 
list of libraries available to the public and 
furnished with copies of Society publica- 
tion by the local Branch: 


Lindgren Library, Massachusetts  Insti- 
tute of Technology, Cambridge, Mass. 


THe Montuiy Review and PLATING, 
1923 to date. 

Other libraries, not generally available 
to the public which carry files of the 
MontHity Review and PLATING, are 
those of the National Bureau of Standards, 
Washington, D. C. (complete), Electro- 
depositors Technical Society, London, Eng- 
land (incomplete), and University of Notre 
Dame, Notre (almost 
complete ). 


Dame, Indiana 

We wish to express thanks to E. Reed 
Burns Manufacturing Corporation, Brook- 
lyn, N. Y., and to University of Notre 
Dame for back copies of THe MonrTHLy 
Review. They will find their way into 
other Branch Libraries. 

Two New Branches Granted 
Temporary Charters 

The Executive Board by unanimous 
vote has granted temporary charters to 
two new Branches. 


The first, the Winston-Salem Branch, of 


Winston-Salem, N. 
organization, twenty men having signed 
the requisite petition. Mr. R. W. Biack 
of Winston Electroplating Company is 
the Temporary Chairman, Mr. MicHaeEu 
Mito of Bassick-Sack Company and the 
Bridgeport Branch, the Temporary Sec- 
retary. 

Allentown-Reading 
Branch, has its headquarters in Allen- 
town, Pa., with some members in Bethle- 


The second, the 


hem, Reading, Easton, and Slatington. 
Of the twenty persons who signed the 
petition, nine are members of the Phila- 
delphia Branch but too far removed 
from Philadelphia to attend many meet- 
ings. Mr. T. M. Ropcers, President of 
the Philadelphia Branch, served as Chair- 
man and Mr. J. W. McCurtey as Secre- 
tary at the organization meetings. 

The following were elected to office for 
a period of three months at the meeting 
on June 17 in the Veterans of Foreign 
Wars Building, 14th and Hamilton 
Streets, Allentown: 

President—J. W. McCur ey 

First Vice-President—JAMES PEROTTO 
Vice-President—FReEvERIcK E. 
SNYDER 


Second 
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Secretary—H. E. FENNELL 

Treasurer—Mr. Baucu 

Librarian—Dr. Ricuarp M. Wick 

Board of Managers—Caru J. SCHWARTZ, 

H. ScHearer, L. SEISSMEYER 

They were installed by Mr. Gustar 
SODERBERG, Editor of PLATING, acting for 
the Executive Secretary, Dr. A. Kenneth 
Graham. He also expressed the thanks of 
the Society to Mr. Rodgers for his work in 
getting the new Branch started. A total 
of thirty-five persons had paid their 
initiation fee or decided to obtain trans- 
fer from the Philadelphia Branch at the 
close of the meeting. They will meet on 
the third Thursday of the month. 

Our best wishes go to the new Branch. 


Electrochemical Society Appoints 
Research Committee Liaison 
Dr. Louris WEISBERG, the new chair- 
man of the Research Committee of the 


American Electroplaters’ Society, has 
A Electroplat y; 


announced that Dr. H. Jermain CREIGH- 
TON, Professor of Chemistry at Swarth- 
more College, Swarthmore, Pa., has been 
appointed to represent the Electrochem- 
ical Society on the Research Committee. 


Dr. Creighton, a former president of the 
Electrochemical Society and a recent 
recipient of an honorary LL.D. degree 
from Dalhousie University, Halifax, Nova 
Scotia, brings to the Committee wide 
experience in electrochemical research. 
The Research Committee extends to him 
a warm welcome. 


Sustaining Members 


The number of sustaining members at 
the end of the fiscal year 1947-1948 was 
226, a net increase of three during the 
year. Of these, 146 or 64.7 per cent are 
manufacturers with plating departments, 
an entirely too low percentage consider- 
ing the benefits they receive. 








Are all metal finishing needs 
alike? Not by a long shot! That's 
why Williamsville buffs and wheels 
are job-tailored to your particular 
ak in coloring, cutting, and pol- 
ishing. They run cool, save com- 

ounds, won't ravel, and give the 

lind of wear that makes cost- 
conscious management smile with 
satisfaction. 


The 


ewe ek $ OW, 








Crack Down on Overhead 
with Williamsville Buffs 


And no wonder — because Wil- 
liamsville buffs are made of the 
highest quality sheeting, carefully 
cut, turned, stitched, and trimmed. 
To metal finishers with a weather- 
eye on competition we offer sav- 
ings in overhead costs through bet- 
ter buffing. The proof? Consult us 
now about your requirements. 
Write, wire, or phone. 


WILLIAMSVILLE BUFF DIVISION 


Bullard Clark Company 
CO @wecrTricu ™} 
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BRIDGEPORT BRANCH 

The signing of two new sustaining 
members was one of the accomplishments 
reported at the meeting on May 7. 

One new application for membership 
was received and one applicant elected. 
Two members were transferred-in from 
the New Haven Branch and one sus- 
pended. 

No meetings will be held in July or 
August, but an outing will be held in 
August, chairmanned by Wiii1amM Exn- 
RENCRONA. 

The following committees were ap- 
pointed by Present Cares L. 
TEMPLE: 

Sick Committee—Frep B. GoTTHARDT, 
Chairman; EuGENE Pxi.uirs, HErR- 
MAN C. BRAUN 

Membership Committee—Cari ScHAE- 
FER, Chairman; ANTHONY J. CHENIS, 
Frep B. GoTtTHARDT, EUGENE 
PHILLIPS 

Entertainment Committee —WIiILLIAM Ex- 
RENCRONA, Chairman; ARTHUR R. 
McNeit, EuGENE PHILLIPS 

Publicity Committee — GrorGE Wac- 
staFF, Chairman; ArTHUR R. Mc- 
Nei, JosEpH J. STERLING 

Projector Committee—ArTHuUR R. Mc- 
Neit, Chairman; Ricuarp C. Bar- 
RETT, WittiAM A. EHRENCRONA, 
RAYMOND GORAL 

Educational Committee — ArtTuur R. 
McNei1, Chairman 

LiprkARIAN CHENIS then conducted a 
short technical session. 

Josepu G. STERLING, Secretary-Treasurer. 


BRIDGEPORT BRANCH 


Sixty members and guests heard Mr. 
RaymMonp J. Kwasnik, founder of Aristol 
Company, Fairfield, Conn., and a mem- 
ber of the Branch, discuss “Anodizing of 
Aluminum and Its Alloys” at the open 
meeting on May 21. 

Three processes, the oxalic, sulphuric 
and chromic acid processes, were de- 
scribed in detail as were dyeing meth- 
ods. Among conditions for good results 


were cited good cleaning and removal of 
oxide films, ample current capacity, and 
efficient ventilation. An actual demon- 
Stration of anodizing was made and sam- 


ples ere passed around for inspection. 
Josten G. SrerRLiNG, Secretary-Treasurer. 


BUFFALO BRANCH 


The following offiflers have been elected 
to sere during the year 1948-1949: 
President—Dr. C. J. WERNLUND 
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Grease and Oil? 
Paint and Enamel? 
Insoluble Dirt? 
Electrolytic? 






There’s a Specialized 
DETREX Cleaning Agent 


for EVERY Cleaning Job! 


There’s a Detrex solvent or cleaning compound for every 
cleaning application—a specialized cleaning agent, scien- 
tifically designed for maximum speed and economy. These 
include: 


DEGREASING SOLVENTS for .. . 


® Both ferrous and non-ferrous metals, and adverse operat- 
ing conditions, where maximum stability is called for— 


PERM-A-CLOR, the most highly stabilized of : all 


trichlorethylene solvents. 


® Average applications—TRIAD (identical to Perm-A- 


Clor in cleaning power). 


ALKALI AND EMULSION CLEANERS for... 


® Aluminum parts and painted surfaces. 

® Brass, aluminum and white metal parts. 

® Heavy-duty cleaning of iron and steel and their alloys. 
® Cleaning and neutralizing prior to Vitreous enameling. 
® Electrolytic cleaning especially for plating. 


® Heavy-duty stripping of pigmented oil paints, syn- 
thetics, and baked enamels. 


® Removing all kinds of oils and insoluble dirt, without 
attack on surface or coating. 


... AND there are Detrex degreasers, parts washers and 
dip tanks to most efficiently use these specialized com- 
pounds, assuring 100% soil-removal with minimum time 
and cost. A Detrex field representative can help you 
on every industrial cleaning application. 
Degreasing Machines and Safety Solvents e Metal Parts Washers 
Alkali and Emulsion Cleaners and Strippers ¢@ Processing Equipment 


Spray Booth Compounds 


SA 4-48 
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A. E. S. 
PUBLICATIONS 


“The Fundamentals of Elec- 
trochemistry and Electrodepo- 


Sition’”’ by Samuel Glasstone. 


Price $2.50. 


Twenty authoritative chapters 
in simple language on the prop- 
erties of solutions, Faraday’s 
Laws, pH, electrode potentials, 
overvoltage, polarization, anode 
behavior, corrosion, etc. Suc- 
cessfully used for classroom 1- 
struction. 


Proceedings of the American 
Electroplaters’ Society Vol. 33, 
1946. Price $6.50. 


Twenty-one papers on copper, 
nickel, rhodium and tin plating; 
plating of strip and wire screen 
cloth; electrocleaning and elec- 
tropolishing; magnesium treat- 
ment and parkerizing; polishing 
and buffing; organic coatings, 
etc. A. E. S. Research Annual 
Reports. 


Proceedings of the American 
Electroplaters’ Society Vol. 34, 
1947. 


Price $10.00. 

Fourteen papers and eight 
A. E. S. Research Annual Re- 
ports on barrel plating of nickel 
and chromium; brass, cobalt and 
nicke] plating; zinc treatments; 
electroforming; buffing; physical 
properties of and stress in elec- 
trodeposits; plating room waste 
disposal; health hazards. 


‘Specifications and Tests for 
Electrodeposited Metallic Coat- 
ings’? sponsored by American 
Society for Testing Materials 
and American Electroplaters’ 
Society. 


Price $1.25. 
Specifications for zinc, cadmium, 
lead, and copper-nickel-chrom- 
ium coatings on steel, copper- 
nickel-chromium coatings on 
brass and zinc base die castings, 
and chromate finishes on steel; 
methods for tests; and recom- 
mended practical for hard 
chromium plating and for pre- 
paring low-carbon steel for 
plating. 


Send your order, with check, to 


AMERICAN 
ELECTROPLATERS’ 
SOCIETY 


P. O. Box 168, Jenkintown, Pa. 
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First Vice-President—O. B. KirncHorr 
Second Vice-President—ANTHONY 
NiGRo 

Secretary—H. A. FuDEMAN 

Treasurer—F. S. NowakowsKI 

Sergeant-at-Arms—LEONARD MILLER 

Librarian—RoGER SHELDON 

Board of Managers—SiEBERT JOHNSON, 

JoE Rurr, Leon Nowak 

The Educational Session Committee 
plans to meet regularly through the sum- 
mer to consolidate plans for an early fall 
meeting. The Picnic Committee will also 
complete its plans and announce them 
later. H. A. Fupeman, Secretary. 


DETROIT BRANCH 

The May, and last, meeting of the 
1947-1948 season was held at the Hotel 
Statler on the 7th. 

Officers for the 1948-1949 year were 
installed by Witt1am PxiLurs who 
charged them with their duties in a rather 
impressive ceremony. 

Mr. Phillips, who is Head of the Elec- 
trochemistry Section of General Motors 
Research Laboratories, was also the 
speaker of the evening and presented a 
very fine talk and demonstration on plas- 
tics. He not only covered the wide va- 
riety of plastics in a general way but also 
with particular reference to the plating 
industry. A small molding press had been 
set up and test samples prepared for the 
members’ examination. Demonstrations 
were also made to show outstanding 
physical properties of several of the more 
important plastics. 

The motion picture of the evening was 
a color picture of last season’s Rose Bowl 
game between University of Southern Cali- 
fornia and the University of Michigan. 
We were very fortunate in having Mr. 
Watty Weser of the University of 
Michigan Coaching Staff give his unique 
commentary on the game. 


The _ retiring President, WRIGHT 
WILson, reviewed the growth of the 


Branch during the past years and gave 
brief reports on the various activities. C. 
F. Nixon, the newly elected President, 
told of plans for future events. 

R. H. Duptey, Publicity Chairman. 


HARTFORD BRANCH 

Approximately one hundred members 
and guests attended the “Information 
Please” meeting on May 17. One new 
member was elected, and one transferred 
to Detroit Branch. 

An experienced panel of practical men 
was on hand to answer questions on 
bright nickel and chromium plating and 
on polishing: J. J. Loomey, Art Locozzo, 
E. Couture, RatpH Couitrer, Haroip 
Cournney and A. RosENTHAL. They 
provided un interesting program. 

Two films, Alomic Energy and Atomic 
Power, were shown and very much en- 
joyed by those present. 

Refreshments were served at the close 
of the meeting. 

Rawpu D. Cuase, Secretary. 


LANCASTER BRANCH 
Fifty-three members and guests met 4 
the offices of the Hanover Wire Clot) 
Company, Hanover, Pa., on Friday, Ma, 


14, for a tour of the plant. Here we say fe 


insect wire screening being made fron 
the beginning to the finished produc, 
Heavy wire of about 44 or % inch dian. 
eter is drawn through several maching 
until it is fine enough for the manufa. 
ture of the wire cloth. This wire is wound 


on small spools and taken to a room wher § 


they are put on racks and run off on, 
large roll. This wire is now ready to b 
woven into wire cloth. The finished wir 
cloth is again put on large rolls and take; 
to the plating room. Here they ar 
mounted on one end of large automatic 
plating units. The screen is cleaned, 
rinsed, acid dipped, rinsed, nickel or zine 
plated, rinsed and dried, and again put 
on large rolls. These are then taken to 
the shipping department. 

After the tour, we drove several miles 


outside of Hanover to the Lake Club, ’ 


where the Hanover Wire Cloth Conm- 
pany had arranged a delicious steak din. 
ner for us. It was followed by a business 
meeting at which one application for 
membership was approved and new off- 
cers elected as follows: 
President—Cuar.es E. SNYDER 
Vuce-President—LrEsTER WAGNER 
Secretary-Treasurer—C.rEsTER W. 
SMITH 

Librarian—Le Roy H. Hains 

Board of Managers—JoserH MaAsek, 
WituiAmM Kiunk, JoHn REYNOLDS 

The new president announced that 
there would not be a meeting in June, 
but that a picnic would be held at his 
home some time this summer. 

Before the meeting adjourned, a rising 
vote of thanks was given to Mr. E. B. 
Frock, Vice-President of the Hanover 
Wire Cloth Company, and Mr. Epwarp 
BeMILLER, who is in charge of plating in 
the wire cloth plant, for arranging the 
tour and the dinner. 

H. Cray Brusaker, Secretary. 


LOS ANGELES BRANCH 

The May meeting was held at Scully’s 
Restaurant on the 12th. 

Eart CorFin inducted the following 
new officers: 

President—F RANK BUNKER 

First Vice-President—ALAN SULZINGER 

Second Vice-President—Joun MILLiiorN 

Secretary—GEorGE M. KENT 

Treasurer—Roy B. Lostutter, Jr 

Librarian—Epb. GEORGE 

Board of Managers—Howarp Wood- 

WARD, Chairman; D. N. E.pned, 
Don BEDWELL 

After incoming President Frank Bunker 
had appointed GiLBErT BisHop Serg«ant- 
at-Arms, outgoing President Howard 
Woodward was presented with a pen and 
pencil set and a Past President’s piv by 
the Branch. 

The Branch voted to become a mem- 
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ber o! the Technical Societies Council of 
Southern California. 

President Bunker appointed the follow- 
ing coinmittees: 

Research: Lzo Atimon, JoHN F. BEALL, 

R. J. WooLtEy, Howarp Woopwarp 
and Don BEDWELL 

Banquet: Howarp Woopwarp, Chair- 

man 

Publicity: J. T. P. MacDonatp and 

kp WELLS 

The death of Mrs. ALEx. REGMUNT 
was reported; Mr. Regmunt is a long- 
time member of the Los Angeles Branch. 

Speaker of the evening was Mr. Ricx- 
arp P. CRANE of the Lea Manufacturing 
Company, who spoke on “Finishing as | 
Find It’’. 

The following questions were found in 
the Question Box: 

Q. How do I plate over chromium? 
A. Try a nickel chloride strike. 

(. How can I separate copper from a 
chromium mandrel? It adheres too well. 
A. None. 

GEoRGE M. Kent Secretary. 


LOUISVILLE BRANCH 


The May 19 meeting was held in the 
Speed Scientific Building, University of 
Louisville. It was attended by Mr. Ed. 
Bruck, President of the Indianapolis 
Branch, who wished us well in our 
venture. 

PresIDENT Donatp Patrick intro- 
duced as the guest speaker, Dr. D. 
GARDNER FouLKE of the Hanson-Van 
Winkle-Munning Company who pre- 
sented information about the anodic 
treatment of magnesium alloys for corro- 
sion protection, paint adhesion, and col- 
oring (dyeing). He predicted that, 
although aircraft producers are the only 
large consumers of magnesium alloys 
today, the use of magnesium alloys by 
other consumers will increase more rap- 
idly than did the use of aluminum follow- 
ing World War I. Color slides illustrated 
the finishes and the protection imparted 
to the various magnesium alloys by AC 
and DC treatment. An informal discus- 
sion brought authoritative answers to 
questions posed by the members. 

STANLEY J. BEYER, 
Secretary-Treasurer. 


MELBOURNE BRANCH 


The 33rd Regular Meeting was held in 
the Victorian Chamber of Manufactures 
on May 24 with thirty-five members and 
visilors present. 

Seven new members were admitted to 
meinbership and one resignation was ac- 
cepted. The Secretary gave a resume of 
the discussion at the Committee Meeting 
held the same afternoon. 

\t the conclusion of the business ses- 
sion LrprartAN Hucu TEaGueE intro- 
duced Mr. Rop Power of the State Film 
Centre who proceeded with great effi- 
ciency to present a short program of tech- 
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i 
the profitable way to do it 


Making every operation in a plating sequence as automatic 

or as mechanized as possible is the profitable way. This 

new booklet illustrates and describes a variety of ways it is done 
with Meaker Machines Not only is the cost lower, but the 
production is increased, and a better and more uniform quality 
of product is assured. 

You should get a copy of this booklet for ideas on improving 
your plating processes. The Practical Plating Pointers including 
several new tables are a convenience for those in charge 
of plating departments. 


THE MEAKER COMPANY 


1629-41 South 55th Ave., Chicago 50, Illinois 


Full Automatic and Semi-Automatic Electroplating Equipment ° Strip 
Steel Plating Equipment ¢ Wire Galvanizing Equipment e¢ Strip Steel 
Electrocleaning Lines ¢ Pickling Machines ¢ Processing Conveyors 
Motor Generators for Plating ¢ Rectifiers for Plating 
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nological films. Subjects chosen included 
Chemical Engineering, Colloids, Atomic 
Power, Construction of a Railway En- 
gine, and Road Making. 

CHAIRMAN WALKER’s vote of thanks 
was warmly seconded by COoMMITTEEMAN 
KeitH LEIGH. 

Joun J. Date, Honorary Secretary. 


MONTREAL BRANCH 

Twenty-nine members and guests were 
‘present at the regular monthly meeting 
on May 4, among them Mr. E. BLanpy, 
President of the Toronto Branch, to 
whom a special welcome was extended. 

The speaker of the evening, Mr. E. 
REDLHAMMER of Bart-Messing Corpora- 
tion, Buffalo, N. Y., presented a very 
discussion of “Rectifiers vs. 
Three main types of plat- 
ing rectifiers were considered and cost of 
installation, maintenance, etc., were com- 
pared with that of generator sets. It was 
the contention of the speaker that the 
life of the rectifier equalled the life of the 
generator and that for certain types of 
were the more 


thorough 
Generators’’. 


installations — rectifiers 
suitable. 

Mr. J. FEELEY installed the new offi- 
members were elected 
and one application was accepted. The 
delegates to the coming Convention were 


cers. Two new 


elected. 
B. MENDELS, Secretary. 


MONTREAL BRANCH 

The Montreal Branch held its regular 
meeting in the Mount Royal Hotel on 
June 1 with twenty-four members and 
guests present 

The speaker for the evening was Mr. 
Ep. WALLACE, member of the Branch, 
who delivered a very interesting talk on 
“Electroplating of Costume Jewelry.” Fol- 
lowing a brief history of jewelry, he pre- 
sented methods and processes of electro- 
plating. Articles of brass and copper 
stampings are, in order, soldered, pickled, 
acid dipped and burnished, and then 
given a bright copper flash and cold rinse. 
They are given a 5 to 15 minute nickel 
plate, rinsed thoroughly, and then gold or 
silver flashed as the case may be. The 
articles are finally burnished and clear 
lacquered. 

One new member was elected and two 
applications accepted. A committee was 
elected to handle the annua! banquet in 
the Fall. The next meeting will be held 
on September 14. 

B. MANDALE, Secretary-Treasurer. 


NEWARK BRANCH 

The Newark Branch held a meeting on 
May 7 with fifty people in attendance. 
Tuomas Happow installed the new offi- 
cers who had been elected at the last 
meeting. One membership application 
was received, and four applicants were 
elected to membership. 

The following were elected Delegates: 
Horace SmitH, GEORGE WAGNER and 
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Paut Oxtpam. Alternates are ZACHARY 
IrENAS, Howarp Coss, and JoHN DE 
VRIES. 

The new Librarian, Eo>win BowERMAN, 
introduced Mr. Paul Oldam, one of the 
most active and wittiest members of this 
Branch, who reviewed formulas, purifica- 
tion procedures, and operating conditions 
relating to gold plating. Many questions 
were asked following his excellent presen- 
tation. 

SAMUEL S. Frey, Recording Secretary. 


NEWARK BRANCH 

Forty-five people attended the meeting 
on May 21 at which one application for 
membership was received and one new 
member was elected. 

Following reports from several Con- 
vention Committees, Mr. Farnt  ap- 
pealed for back numbers of THE MontTHLY 
Review for libraries throughout the 
county. 

LiprRARIAN Ep. BowERMAN introduced 
Mr. A. Howe, Finishing Engineer with 
General Electric Company, who spoke on 
the subject, “Teaching Fundamentals of 
Plating to the Beginner”. Without the 
use of modern theories of electrochemistry 
but with plenty of chalk and ample 
blackboard space, he demonstrated how 
it is possible to teach the concepts of 
electrical pressure (volt), quantity of 
electrical flow (ampere), current effi- 
ciency, conductivity, throwing power, 
etc., by analogies with flow in a closed 
system, etc. Numerous ideas and com- 
ments were offered after the presentation. 

S. S. Frey, Recording Secretary 


NEW HAVEN BRANCH 

Mr. Paut O. Biackmore, Technical 
Manager, Finishes Division, Interchemi- 
cal Corporation, spoke interestingly about 
“The Story of Color” at the meeting on 
April 13. 

The following members were appointed 
to act as a Nominating Committee: 
JoHn M. Barry, Chairman; Joann W. 
EneuisH, Henry L. KeLtitNer, WALTER 
T. Lyncu, AL. ROSENTHAL, and CLARENCE 
GARNER. 

B. J. GarrNney, Secretary-Treasurer. 


PHILADELPHIA BRANCH 


Mr. L. W. Burton, Commercial Engi- 
neer of the General Electric Company, 
spoke about copper oxide rectifiers to the 
thirty-five members who attended the 
meeting on May 21. In his talk he paid 
particular attention to the current and 
voltage overload characteristics, precau- 
tions to be observed in installation, and 
maintenance measures to assure proper 
performance. Slides showing various in- 
stallations and a motion picture on the 
manufacturing of rectifier stacks were 
included. 

Five applications for membership, of 
which one was for membership at large, 
were elected to active membership. 


The Secretary, as Chairman o/ the 
Constitution Revision Review Committee, 
reported the committee’s recommenda. 
tions. A motion was passed accepting the 
report and instructing the Delegaies to 
be guided accordingly. 

PRESIDENT RODGERS announced tiie ap 
pointment of the following comrnittee 
chairmen: 

Membership Committee—Seconp Vice. 

PRESIDENT GEORGE GIBBS 
Attendance and Educational Comm ittee~ 
First VicE-PRESIDENT SAMUEL Het- 
MAN 

Editor of the Quaker City Reminder— 
JosepH J. Durry, JR. 

It was decided to proceed with plans 
for an educational session and banquet, 
with President Rodgers as General 
Chairman. 

I. Wm. Marcovitcu, Secretary. 


PITTSBURGH BRANCH 

A regular meeting was held on May 13 
with PResipENT W. J. HENNEssy presid- 
ing. Following the presentation of the 
Annual Reports of the various commit- 
tees, the newly elected officers for the 
year 1948-1949 were installed: 

President—Joun P. Coros 

First Vice-President—ArTHUR KauPE 


Second Vice-President—Reais J. Go.p- 
BACK 

Secretary-Treasurer—GuabE B. Bow- 
MAN 


Librarian—E. J. Smitu 
Board of Managers (three-year term)— 
W. J. HENNEssy 

The committees for the year 1948-1949 
were appointed by the President. 

The speaker for the evening, Mk. 
Frank SavaGe, Past President of the 
A. E.S. and Vice-President of Standard 
Plating Rack Company, Chicago, IIl., was 
introduced by LiprariaAN GOLDBACK and 
gave aresume of the work of the Society. 
He theri delivered an interesting paper on 
the manufacture of plating racks. 

GLADE B. Bowman, Secretary-Treasurer. 


PROVIDENCE-ATTLEBORO 

Mr. O. A. Stocker of Seymour Manu- 
facturing Company spoke about “Nickel 
Plating’ at the May 17 meeting. After a 
brief survey of the history of nickel plat- 
ing he discussed at some length the formu- 
lations in common use during the last 
twenty years, including baths for elec- 
troforming and baths for plating directly 
on zinc, as well as the increase in concen- 
tration to the present 10 oz/gal metallic 
nickel. Although, according to the 
speaker, organic brighteners cannot be 
used in the all-chloride bath, the addition 
of a 3 to 5 oz/gal sulfate to this bath will 
permit the economical use of some of the 
organic brighteners. Specification bright 
plating in barrels in the newer bright 
nickels is in large production at the rate 
of 0.0004 inch per hour. Bright nickel 
deposits are very active chemically, and 
problems of subsequent misplating include 
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preventi' . of the formation of films on 
nickel. 

As a small token of the Branch’s appre- 
ciation fr his excellent service during the 
past year, PrEsIDENT P. LonsBpurY was 
presente! with a rhodium coated Past 
Presideni s pin. 

The Delegates were instructed to vote 
or the revised constitution. 

i;pwaARD A. ParkEr, Secretary. 
ROCHESTER BRANCH 

The night of May 20 was set aside for 
a visit to Rochester Products Division of 
General Motors for the purpose of seeing 
the plant and the finishing operations 
there. The fifty members who came were 
impressed by the cleanliness, efficiency 


and modernity of this large plant, and 
grateful for the opportunity. After the 
tour of inspection the Branch was given 
la large room for its meeting. 

Frep WAGNER presented the treasurer’s 
lreport for the April Regional Meeting at 
which 268 meals were served and an esti- 
mated 300 or more persons were in at- 
endance. We wish to thank the sup- 
jiers for their hospitality, PrResipENT 
Fuunt and the members of his committee, 
and especially Joun ApAms who, as head 
pf the Entertainment Committee, did 
such a grand job providing the floor show 
lind orchestra. We are also grateful to 
lessrs. Huston, PINNER, FOULKE, and 
such fine 





\ANKERVIS for presenting 
apers. 

A letter from Mr. Locozzo was reac 
jnnouncing that we had won the mem- 
ership contest for 1947-1948 with 
1.7 per cent increase in membership. 
|. GARTLAND expressed his and the mem- 
ers’ appreciation for the spirit of coop- 
ration and the enthusiasm of the officers 
which made the award possible. We in- 
tend to do our best to repeat this record 
mext year. 
The members extend their sympathy to 
Mrs. R. H. WALKER and family upon the 
leath of R. H. Warker of Mt. Morris, 
. Y., a member of the Branch. Four 
men were elected to membership. 
The Delegates to the convention are: 
Frank TINDALE, WALTER SWANTON, and 
(uarLes HENDERSHOTT with JAMEs 
Weaver, Wituram Tucker, and JOHN 
DAMS as alternates. 
JAMES WEAVER, Secretary. 


SAN FRANCISCO BRANCH 
The regular meeting of San Francisco 
Branch: was held at El Curtola Restaurant, 
510 Seventeenth Street, Oakland, Callif., 
bn May 13. Fifteen members attended. 
Elections for the year 1948-1949 were 
held with the following results: 
President—Jack Hite 
Vice-President—Frep W. HuNTUNGTON 
Board of Managers—Hucu Morean, 
) Lovis Detamotue, Frep W. Hunt- 
i INGTON 
» Folloving the short business meeting, 
very interesting discussion took place 
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concerning electropolishing of stainless 
steel and periodic reverse current plating. 
Jack Hite, Secretary-Treasurer. 


SOUTHEASTERN BRANCH 

The May 13 meeting at the Robert 
Fulton Hotel was attended by seventeen 
members. 

It was decided not to have any regular 
meetings during July and August; in- 
stead there will be a party night for wives 
and girl friends during one of these 
months. FrRep FLETCHER, ALVIN CHRIS- 
TIAN, and Victor BARAN were appointed 
to serve on a committee to make arrange- 
ments and report in the near future. 

The speaker of the evening was Mr. 
Frank Kine of the Mine Safety Appli- 
ance Company who discussed “Safety in 
the Plating Room”. His talk was en- 
joyed by all present. 

Wo. T. Weymouth, Secretary-Treasurer. 





SOUTHEASTERN BRANCH 


The June meeting was held the 10th in 
Robert Fulton Hotel with sixteen mem- 
bers present. Arrangements for the An- 
nual Outing were discussed, and it was 
decided to hold it during the month of 
August. 

Mr. H. D. Metueny of General Elec- 
tric Company spoke about “Rectifiers for 
Electroplating” and showed pictures illus- 
trating the manufacture of his product. 

The Delegates to the coming convention 
received instructions. A suggestion that 
at least one meeting be held in Jackson- 
ville, Fla., during the coming year met 
with favorable response. 

Wituram T. WEyMouTH, 
Secretary-Treasurer. 


SPRINGFIELD BRANCH 


The May meeting of the American 
Electroplaters’ Society was held May 24, 





TWICE THE WEAR 





AT HALF THE COST! 








Unichrome Coating 218 
cuts expenses for one of the 
country’s largest platers! 


With their tremendous plating operation, this 
company has really been able to put Coating 
218 through its paces, under every plating 
room service. They discovered that Unichrome 
Coating 218 gives better than twice the service 
life of former coatings, costs less than half per 
rack...and reduces rack maintenance by 50%! 

It will pay you to investigate the substan- 
tial savings possible with this flexible, baking 
synthetic. It resists all plating solutions, con- 
tains 100% solids (all working material — 
nothing lost to thin air). It forms a glossy, 
heavy coating that cuts dragout, resists dam- 
age. Why not write for our bulletin RC-1 for 
more details? 


If you have no baking facilities, there are local appli- 
cators who will cover your racks with Coating 218. 











OI Trade Mark Reg. U.S. y— 


RACK COATINGS—Products of 
UNITED CHROMIUM, INCORPORATED ¢ 51 £. 42nd St., New York 17, N.Y, 


Detreit 7. Mich. + Waterbury 90,Conn. « 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 596. 


Chicage 4, Ul, 


Dayton 2,Ohie «+ Los Angeles 13,Cal- 


857 





1948 at the Hotel Charles, Springfield, 
Mass. 

The following officers were elected for 
the year and installed by Joun CostiGan. 

President—Caru BuTLER 

First Vice-President—LAwRrENCE Foun- 


TAIN 
Second Vice-President—Epwarp Dvu- 
PURIS 
Secretary —Haro_tp OEHLER 
Treasurer—Haro_p MONGEAU 
Librarian—JOHN HorriGANn 
Directors—JamMeEsS LAING, PHILIP 


Prouty, NorMAaNn PLANK, ARTHUR 
Copp, ERNEST COUTURE 
Three new members were accepted into 
the Branch. 
LiBpRARIAN JOHN HorriGAn introduced 
Mr. Haroip Narcus of Electrochemical 
Industries, Inc., 


Leominster, Mass., as 


guest speaker of the evening. His subject, 


“The Cupron Process’’, dealt with depo- 
sition of reduced copper films on plastics 
and was illustrated with slides. Judging 
from the large number of questions which 
followed, active interest was shown in 
the subject. 

Haroip OEHLER, Secretary. 


SYDNEY BRANCH 

Thirty-six members and visitors at- 
tended the meeting in Shell Theatrette 
on May 18. Ten new members were 
elected and further business was curtailed 
to permit the showing of numerous films 
which accompanied the lecture by Mr. 
Barnett of the Australian Aluminum 
Company. 

Mr. Barnett’s talk dealt with the manu- 
facture of aluminum and its applications 
in the numerous fields of metal finishing. 





SPARKLER 


Horizontal Plate 






















Because the filter cake is 
held horizontally, it is abso- 
lutely stable to the end of 
each filtering cycle. And 
cycles are longer because the 
cake retains its porosity 
longer. That is why the “ho- 
rizontal principle,” as em- 
bodied in Sparkler filters, 


gives you more efficient, low 








rhe 


. FILTERS | 


cost, operation. Sparkler fil- 
ters are pressure-tight and 
leak-proof, designed for in- 
termittent or continuous op- 
eration. 

4 Plating Solution Types 
- Rubber-lined for bright nickel 


- Stainless steel for acids 
All Iron for alkaline solutions 
. All Steel (with Stainless Pump) 


for chromium 


2wns 


SPARKLER MANUFACTURING CO. 


Mundelein, Illinois 


Made in Capacities 
60 to 10,000 G.P.H. 


See your supplier or 
Write for details 


Our Engineering Serv- 
ice is available for any 
specialized problems. 
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A display of aluminum ware wa_ handej 
around after the lecture for exaininatiy 
after which the films were shown 

Joun GopFrey, Secretary, 


SYRACUSE BRANCH 


The annual dinner was held on Va 
24 in Fayetteville, N. Y. 

It was decided to change the regula 
meeting night to the fourth Monday o 
each month, to drop the practice of q 
regular dinner before each mevting, |; 
accept an invitation to visit the Genera 
Electric Company’s Electronics Park plan 
in September, to hold the Northeaster 
Regional Meeting here next spring, 
drop all delinquent members not paid u 
by August, and to instruct Delegat 
CAVANAUGH to nominate GEORGE Sry 
Mons to Honorary Membership in th 
Society. 

Delegates to the Atlantic City Conven 
tion were appointed as follows: Mauricg 
BaLaBAN, ViNncENT McConne tt, -" 
GEORGE CAVANAUGH. HENRY Hocpent 
HERBERT GERHARDT, and Maruias Bo 
LAND are alternates. 

The Election Committee announced the 
results of the balloting for officers for the 
coming year as follows: 

President—GEORGE SIMMONS 

First. Vice-President—HeErpBert Ger 

HARDT 
Second Vice-President—LinviEy Woo 
Secretary-Treasurer—VINCENT McCon 
NELL 
Librarian—GrEoRGE LAWRENCE 
Board of Managers—W1itut1AM LANGEN 
MAYR, FRANK QUACKENBUsH, NEI 
MAFFEI 

Eight men were elected to membership 
Dr. F. C. JELEN presented a short, hu; 
morous paper. The attendance waj 
thirty. 

M. P. Bouanpn, Retiring Secretary. 


TWIN CITY BRANCH 

The election of officers for 1948-1949 
held at the meeting on May 3, gave the 
following results: 

President—Dr. FRANK IRELAND 

First Vice-President—C. A. BowMAN 

Second Vice-President—Au Joy NER 

Secretary-Treasurer—Ropenrt - 


BUCKLEY 
Dr. Frank IRELAND and [en ! 
RosENTHAL, Convention Display C 


Chairmen, reported that each membe 
would be contacted for their part in th 
display. A report on the coming Annual 
Party to be held June 7 was given 
Hauck B. JoHNsON. 

Mr. M. Mauer, of Oakite Products 
Inc., gave an informative talk o: “The 
Coloring of Aluminum and Its Alloys” ¢ 
the thirty-five members and gues 
present. 


Rosert L. Bucktey, Secre/ary. 
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Memboship Report 


of the American Electroplaters’ Society 


Elections 

BOSTON BRANCH: William P. Corryn 

BRIDGEPORT BRANCH: Charles De 
Siena, John S. Foyto, Louis Iodice, 
Arthur S. Lamson, Jr., Hugh A. Stier 

CHICAGO BRANCH: Joseph Mazintas, 
John J. Valentine 

CLEVELAND BRANCH: John Kopp, 
Harry T. Roll, Robert L. Stern 

LOUISVILLE BRANCH: Stanford L. 
Harris, Harlan D. Jones 

MELBOURNE BRANCH: G. T. Back- 
house, A. Edmonds, J. L. Flynn, F. 
Latta, K. W. Peacock, R. Stork, N. A. 
Tudehope 

MONTREAL BRANCH: Jean Monette 

NEWARK BRANCH: John D. Hayes, 
Burton B. Knapp, Thomas L. Renart, 
Jr., Stephen Wray, Jr., James Zemba 

TWIN CITY BRANCH: Roy J. Bier- 
man, W. A. Huntley 

WATERBURY BRANCH: Frank Tirendi 


Transfers 
Leonard E. Weeg from St. Joseph Val- 
ley Branch 
Correction: W. A. Wojmarowski (W. A. 
Warner), reported as an out-transfer 
from the Chicago Branch, April issue. 
Still a member of the Chicago Branch. 


Resignations 


BALTIMORE-WASHINGTON 
BRANCH: Gene Kellogg 
BRIDGEPORT BRANCH: Lloyd E. 
Barnes, Wilson Crawford, Jr. 
BUFFALO BRANCH: Alma Briggs 
CHICAGO BRANCH: J. S. Papierz 


NEWARK BRANCH: Henry J. Graff, 
Emerson E. Dale, Theo Whitlock, Jr., 
William Zeus 

ROCHESTER BRANCH: Jack Snyder 

TWIN CITY BRANCH: Frank Nelson 


Suspensions 
CHICAGO BRANCH: S. W. de Koven 
WATERBURY BRANCH: Lloyd L. 
ough 


Death 
Mii. WAUKEE BRANCH: John An- 
vski 


*These figures are taken from the 
Annual Report and are subject to correc 
ti as further information becomes 
aveilable and checked. 
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Membership 
May 1, 1948* 


BRANCH 


Net Change in 





FIRST GROUP 





CIBVELAND............ 190 
,, ee 143 
BRIDGEPORT .........- 154 
EIFS ena er 163 
0, rrr. 399 
PHILADELPHIA........ 205 
WATERBURY........... 128 
ee 273 
LOS ANGELES.......... 234 
Se 27 

GRAND RAPIDS........ 140 
ee Mdprals 453 
eigi | | 149 
og) 152 
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SECOND GROUP 





een ee 91 
SP ere 96 
MILWAUKEE........... 120 
PROV.-ATTLEBORO..... 117 
Fo J 8)» ne 77 
ROCHESTER........... 120 
SAN FRANCISCO....... 77 
oo , POET eee .. 90 
INDIANAPOLIS......... 103 
ae ... 103 
Sf. 110 
ST. JOSEPH VALLEY... 98 
CINCINNATI........... 80 


BALTIMORE-WASH...... 97 





THIRD GROUP 


SAGINAW VALLEY..... 38 
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LOUISVILLE............ 18 
MELBOURNE........... 67 
ADELAIDE............. 66 
MONTREAL............ 63 
LANCASTER........ .. 46 
re 73 
COLUMBUS............. 38 
SPRINGFIELD.......... 53 
ROCKFORD............ 59 
JACKSON-LANSING..... 64 
SvMACIME............. 66 
SOUTHEASTERN....... 49 
I ci cdce cers, 113 
TOTAL A.E.S...........5,249 
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METAL CLEANING 





















@ This D'OILER Vapor 
Spray machine can be 
used as a vapor-spray, 
or a straight vapor de- 
greasing unit. Drain 
table recaptures dragout 
from basketed parts... 
all-around insulation re- 
duces heat losses ... ex- 
haust duct on two sides 
safeguards operator . . 
pump drive for standby 
solvent eliminates hand 
pouring. 





@ D'OILER engineers have 
developed a D'OILER model 
for every purpose . . . vol- 
ume work and small batch 
dips, hand-operated or auto- 
matic, one dip or three dip, 
vapor spray or custom-built 
machines. Machine illustrated 
is a three dip automatic for 
batch degreasing of small 


parts. 








Were v) au to get 


the facts on any cleaning job! 


Avoid the pitfalls of improper degreasing methods. 
There are metal cleaning problems which are solved by 
methods other than degreasing. We shall inform you 
frankly and thoroughly of the methods best suited to 
your operations. Our long experience is ready to help 
you do a finer, faster cleaning job. Write today for 
Vv information on your degreasing operation. 





PROCESS COMPANY, 
e. o. SOx 86, SOUTH ORANGE, N. 5. 


Sasa 
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GENERATORS 


6/12 volt—220/440 synchronous motors 
3000 amp. Electric Products (1943) 
1500 amp. Electric Products (1943) 
2500 amp. Eager Electric Co. (1930) 
5000 amp. Eager Electric Co. (1930) 
Excellent Condition 
Price f.0.b. Cleveland—1943 machines $1 per amp.; 
1930 machines 85c per amp. 


WEBER MACHINERY COMPANY 


1801 East 21st Street Cleveland 14, Ohio 
Tel.—Cherry 5292 


USE READER SERVICE CARD; INDICATE A 5/5. 











If interested in additional profits 


BABY SHOE PLATING 


Merits Your Investigation 


Hollywood BRONZE SUPPLY 


pioneers in metal and onyx mountings for the 
Bronzed Baby Shoe industry . . . 
Distributors of Ramyr Selenium Rectifiers 


Write for Catalogue 


Hollywood BRONZE SUPPLY 


1770 N. Vermont Ave. Hollywood 27, Calif. 
w"USE READER SERVICE CARD; INDICATE A 5/6. 
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A SENSATIONAL INVENTORY 
REDUCTION! 


While They Last! 
POEL TRIFIER, $150 





Trade Mark Reg. Pat. Pend. 


LIQUIDATING 90 SPECTRIFIERS 


E . At this sensational sacrifice 
price of $150 because we need the 
space and can use the cash. You 
save $145 on every unit you buy 
if you act now! Take advantage 
of this money-saving opportunity. 


ORDER TODAY! 
(No jobber discounts) 


Model No. N. 106 
6 volts. 100 amperes single phase — 
110 volt input. With all ‘the famous 
exclusive Spectrifier features . 
quality engineering and_ constru 
tion. Gueé sranteed for six mon 


Ds in" 
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against defects in materials < d 
workmanship. 


SPECIAL CHEMICALS CORP. 


30 IRVING PLACE NEW YORK 3, N. Y. 


ete e ene TTT er Tet: 
USE READER SERVICE CARD; INDICATE A 577. PLATING 


ee 








NY 


Yhio 


| 





orifice 
d the 

You 
1 buy 
ntage 
nity. 


77 
| 


é 
mot 


77 


_ 


struc 
on 


any. 


TUTTI@LLIIILLLO LOLOL OTOL elie liiiiiiiieliiiiiiiiiiie! 


S 


TING 





Dp Officers and Branches of the American Electroplaters’ Society 
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A.E.S. OFFICERS 


Pe oe oe S. S. JOHNSTON 
Weirton Steel Company, Weirton, W. Va. 
First Vice-President.........A. W. LOGOZZO 


Nutmeg Chrome Corporation, 
79 Chapel Street, Hartford 3, Conn. 


Second Vice-President........... W. J. NEILL 
Columbus Metal Products, Inc., 
767 W. 4th Street, Columbus 8, Ohio 


Third Vice-President........... Cc. F. NIXON 
Fisher Body-Ternstedt Division, G. M. C., 
6307 W. Fort Street, Detroit 9, Mich. 


Past Presigemt...«...4.65646 500% K. M. HUSTON 
3208 Tyndale Avenue, Baltimore, Md. 
Executive Secretary.......... A. K. GRAHAM 


P. O. Box 168. Jenkintown, Pa. 


LOCAL BRANCHES 


ADELAIDE, AUSTRALIA. Secretary, C. J. Cocks, 37 Myal 
Avenue, Kensington Gardens, S. A., Australia. 
ALLENTOWN-READING meets third Thursday of each 
month. Secretary, H. E. Fennell, Box 628, R. D. 2, Read- 
ing, Pa. 
BALTIMORE-WASHINGTON meets first Tuesday of Octo- 
ber, December, February and April at National Bureau of 
Standards, Washington, D. C., and of November, January, 
March and May at American Hammered Piston Ring Com- 
pany, Baltimore, Md. Secretary, Fielding Ogburn, Electro- 
deposition Section, National Bureau of Standards, Washington 
25, OC. 
BOSTON meets first Thursday of each month in Hotel Statler. 
Secretary, Dr. George P. Swift, 53 Galen Street, Watertown 
72, Mass. 
BRIDGEPORT meets first and third Friday of each month 
in Barnum Hotel. Secretary-Treasurer, Joseph G. Sterling, 
134 Colony Street, Bridgeport 8, Conn. 
BUFFALO meets second Friday of each month in Markeen 
Hotel. Secretary, H. A. Fudeman, 534 W. Ferry Street, 
Buffalo 13, N. Y. 
CHICAGO meets second Friday of each month at 8 P. M. in 
Atlantic Hotel. Secretary-Treasurer, J. M. Andrus, 3701 
Ravenswood Avenue, Chicago 13, III. 
CINCINNATI meets fourth Wednesday of each month at 8 
P. M. in Engineering Society Headquarters, McMillan Street 
and Woodburn Avenue. Secretary-Treasurer, H. Roper Davis, 
3610 Zumstein Avenue, Cincinnati 8, Ohio. 
CLEVELAND meets first Friday of each month in Cleveland 
Hotel at 8 P. M. Secretary-Treasurer, Harry Pochapsky, 
2490! Euclid Avenue, Cleveland, Ohio. 
COLUMBUS meets first Friday of each month at 8 P. M. in 
Battelle Memorial Institute Auditorium. Secretary-Treas- 
urer. \V.G. Hespenheide, 505 King Avenue, Columbus 1, Ohio. 
DAYTON meets second Friday of each month in Engineers’ 
| Club. Secretary-Treasurer, Elmar W. Rehme, 505 Commer- 
cial Huilding, Dayton 1, Ohio. 
DETROIT meets first F riday of each month in Hotel Statler. 


Seer: ‘ary-Treasurer, F. L. Clifton, 16536 Inverness, Detroit 
21, Mich. 





RAND RAPIDS meets second Friday of each month at 7:30 


UGUST, 1948 


P. M. in Rowe Hotel. Secretary, Jacob M. Hage, 1327 Jeffer- 
son Avenue, S. E. Grand Rapids, Mich. 

HARTFORD meets third Monday of each month in Hotel Bond. 
Secretary, Ralph D. Chase, 62 Bloomfield Avenue, Windsor, 
Conn. 

INDIANAPOLIS meets first Wednesday of each month at Fox 
Steak House, 1207 Washington Street. Secretary-Treasurer. 
Dr. A. M. Max, 6157 Park Avenue, Indianapolis, Ind. 

JACKSON-LANSING meets second Tuesday of each month 
at Home Dairy Company in Lansing. Secretary-Treasurer, 
U. J. Forsyth, 1816 Ada Street, Lansing 10, Mich. 

LANCASTER meets second Friday of each month at 8 P. M. 
in Thaddeus Stevens Industrial School. Secretary-Treasurer, 
Chester W. Smith, c/o American Wire Fabrics Co., Mt. 
Wolf, Pa. 

LOS ANGELES meets second Wednesday of each month at 
6:30 P.M. in Scully’s Restaurant. Secretary, George M 

Kent, 791 E. 15th Street, Los Angeles ‘21, Calif. 

LOUISVILLE meets third Wednesday of each month in the 
235 Club, 235 S. 5th Street. Seeretary-Treasurer, Stanley J. 
Beyer, c/o Hart Manufacturing Company, 2006 North 
Western Parkway, Louisville 3, Ky. 

MELBOURNE, AUSTRALIA. Secretary, John Dale, % Munition 
Supply Laborotories, Box No. 4, Ascot Vale, Victoria, Australia 

MILWAUKEE meets first Friday of each month in Red Araow 
Club, 774 N. Broadway. Secretary-Treasurer, Harry J. 
Krueger, 1333 S. 71st Street, Milwaukee 14, Wis. 

MONTREAL meets first Tuesday of each month in Mount 
Royal Hotel. Secretary-Treasurer, B. Mendels, c/o Empire 
Glass Works Company, 425 River Street, Verdun 19, Quebec, 
Canada. 

NEWARK meets first and third Friday of each month at 8 
P. M. in Hotel Robert Treat. Secretary-Treasurer, George 
Wagner, 1130 S. Long Avenue, Hillside, N. J. 

NEW HAVEN meets second Tuesday of each month alternating 
between Sterling Chemistry Laboratory, Yale University, and 
Hotel Taft. Secretary-Treasurer, B. J. Gaffney, 40 Filbert 
Street, Spring Glen, Hamden 14, Conn. 

NEW YORK meets second and fourth Fridays of each month 
in Hotel Pennsylvania. Secretary-Treasurer, Franklyn Mac- 
Stoker, 25 Princeton Street, Garden City, L. I., N. Y. 

PHILADELPHIA meets fourth Friday of each month in Har- 
rison Laboratory Building, University of Pennsylvania, 34th 
and Spruce Streets. Secretary, I. William Marcovitch, 1434 
Lardner Street, Philadelphia 24, Pa. 

PITTSBURGH meets third Thursday of each month at 6:30 
P. M. in Keystone Hotel. Secretary-Treasurer, G. B. Bowman, 
1510 Ridge Avenue, Coraopolis, Pa. 

PROVIDENCE-ATTLEBORO meets third Monday of each 
month in Providence-Biltmore Hotel. Secretary-Treasurer, 
Dr. Edward A. Parker, 15 Vale Avenue, Cranston 10, R. I. 

ROCHESTER meets third Friday of each month in Hotel 
Seneca. Secretary, James Weaver, 884 Whitelock Road, 
Rochester 9, N. Y. 

ROCKFORD meets second Monday of each month in Faust 
Hotel. Secretary, Vern T. Wissen, Forest Hills Road, Rock- 
ford, Ill. 

SAGINAW VALLEY meets at Rolli McNivens, Frankenmuth, 
Mich. Secretary, L. J. Minbiole, 533 Copeman Boulevard, 
Flint 4, Mich. 

SAN FRANCISCO meets second Thursday of each month, 
alternating between El Jardin Restaurant, 22 California Street, 

(Continued on page 868) 
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For every 
metal-cleaning job 
there is an efficient 
Oakite method: 


Precleaning in tanks 

%* Precleaning in machines 
Alkaline cleaning in tanks 
Alkaline cleaning in machines 
Pickling 
Barrel cleaning 
Electrocleaning 
Pre-paint treatment in tanks 
Pre-paint treatment in machines 
Steam-gun cleaning 


Paint stripping 


FOR MORE INFORMATION about these and 
other processes—burnishing, anti-rusting, treating 
water in paint spray booths, providing coolant and 
lubricant for machining and grinding—consult the 
Oakite Technical Service Representative in your 
vicinity or write direct. 


OAKITE PRODUCTS, INC., 40 Thames St, NEW YORK 6, N.Y. 
Technical Service Representatives in Principal Cities of U. S. & Canada 





Specialized Industrial Cleaning 
MATERIALS e METHODS e SERVICE 
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Ventilation 


(Continued from page 813) 


resisting paints of varying effectiveness and probably 
higher maintenance cost. Duct work handling fumes 
which can condense and drip should be made leak. 
proof at the joints. Steel should be of industrial rather 
than ventilating thickness. A large number of clean- 
out doors and drain connections in fans and duct work 
is desirable. 

The hoeds should be carefully designed to permit 
them or panels to be removed fer access to the tanks, 

After the ductwork has been designed, the fan should 
be selected. The cfm capacity is known. The pressure 
against which it must work can be calculated using the 
friction charts furnished by most fan manufacturers, 
The static pressure will be found to vary between a 
minimum of perhaps 1 inch of water to a maximum of 
about 21% inches. 

The fan may be of the radial-blade type, the for- 
ward-curved type, the backward-curved non-overload- 
ng type, or even of the axial flow type. It is beyond 
the scope of this paper to attempt to ge into all of the 
study necessary to determine the type of fan to be 
chosen. One can depend on a fan supplier who bas 
had experience to reccmmend the ccrrect type. 

Because of the wide variation in sizes of plating 
installations, the total amount of air exhausted can 
be anywhere from a few thousand to several hundred 
thousand cfm. Whatever the amount may be, 
withdrawn from the plating room and must be 
stantly replaced by air which eventually comes from 
outdoors. Therefore, unless the installation is very 
small and there is a sufficient internal supply of heat 
from non-ventilated processes, one has to provide a 
supply system for heated air which should be de- 
signed with the same care given to the exhaust system. 

In conclusion, the important factors to remember in 
the design of a plating tank exhaust system are: 

(1) Keep the ventilating system in mind when the 
plating equipment is being designed and laid out % 
that there will be space available to do a good job. 

(2) Use adequate air quantities, but in order te 
economize, cover the tanks wherever possible and as 
much as possible. 

(3) Keep the corrosive-gas handling systems sepa- 
rate from the non-corrosive systems in order to use @& 
much standard steel duct work and fan equipment 
is possible. 

(4) Rather than trying to fit ducts to a fan that bas 
already been selected, fit the fan to the ductwork after 
the duct system has been designed in order to permit 
economical and correct fan sizes and speeds. 

(5) Consider the problem of make-up air when the 
design of the exhaust system has been completed and 
determine then whether and how make-up air will be 
heated and cleaned. 

(Additional information on this subject was pre 
sented in July and August issues, 1947, of THe MontHL) 
Review, pp. 825-829, 946-953, respectively.) 
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Purification of a Nickel Plating Bath 


(Continued from page 817) 


cially on the upper surfaces of the articles. It was also 
noted that copper had deposited on the lead lining of 
the tank and on the anodes. Electrolysis for 12 hours 
onto a large iron cathode at low current density was 
effective in plating out a dark brown non-adherent 
slime which contained a high proportion of copper. 
Further dummy plating indicated that little benefit 
would apparently derive frem continuance of this 
treatment; normal plating now produced excellent 
white, ductile nickel deposits. 


(CONCLUSIONS AND RECOMMENDATIONS 

While the abovementioned contamination a 
nickel solution with zme was useful in impressing the 
author with the virtues and advantages of low current 
density electrolysis as a means of removing metallic 
impurities, such a circumstance, it is to be hoped, is 
unlikely to recur with other platers. Excluding this 
contamination, it was demonstrated that the per- 
manganate method of treating nickel plating solutions 
to remove organic contaminants is thoroughly sound 
and satisfactory, involving little trouble or expense. 

The experiences with dummy plating detailed above 
are sufficient to lead to the conclusion that benefit 
must follow if all nickel baths are so treated regularly. 
Extreme cases in which continuous low current dens- 
ity electrolysis is advised are some bright nickel 
systems and baths which have been subject to com- 
plete neglect. Conservatively, it is recommended that 
Watts type baths be dummied every three months, 
or more frequently as required. 

Much less frequently, following accumulation of 
organic impurities, it will be beneficial to purify nickel 
solutions by means of the following procedure: 

(a) Maintain the solution temperature throughout 

the treatment at 50° to 60° C 


of 


(b) Agitate the solution 

(c) Adjust the pH to 3 with sulfuric acid 

(d) Add_ sufficient potassium permanganate solu- 
tion to produce a persistent faint purple colora- 
tion (the color should remain after several hours’ 
standing) 

(e) Stop the agitation and allow the precipitate to 
settle overnight 

(f) Filter the solution (discarding the bottom few 
inches of the bath may be called for, but is 
unnecessary if an effective filter is employed), 
thoroughly clean the tank, return the clean 
solution, and readjust the pH to standard 

(g) Any purple coloration persisting in the filtered 
solution may be discharged by appropriate 
addition of 3 per cent hydrogen peroxide. 

Benefit may derive from addition of a suitable 


form of activated carbon to the treated solution prior 
to filtration. Finely powdered activated carbon is, 
however, to be avoided as a general rule because of 
danger of introducing colloidal carbon. 
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